











CLEANING 
ee IPLATING | 


Ba etn We HAT vs a E oa i a EA 
‘ a a eT ae ea 


| JULY 1952 


Completely Finished... 


1000 PARTS PER HOUR 
in Space 16’ x 40’ 


ENGINEERED BY... 


it 


F) CLEANING AND FINISHING 


; 


MACHINERY CO. 


i] at The George R. Carter Co. ¢ 
| Detroit, Mich. 
' 


OPERATIONS: 





1—Washing 


2—Rinsing , ee re 
tag at geal 


~ 
3—Hot Air Blowoff 4 . 
ea 


& Dry 
Washing, Rinsing and Hot Air Blowoff ~<a 
4—Paint Spray - 


5—Paint Bake 


Unusually compact, this 
CINCINNATI - engineered 
small parts finishing system 
has proved to be a major 
improvement in The George 
R. Carter Company's pro- 
duction facilities. Complete 
finishing operations on 
automobile trim hardware, 
parts are performed ef- 
ficiently and quickly. 

With a minimum of 
adaptation this Cincinnati 
system can handle a large 
variety of small parts. Rep- 
resentative installations 
have shown savings up to 
75% in time and cost. 


Finished Product 


Emerging from Oven 


c Write for your copy of the latest CINCINNATI catalog today! 


‘ i CLEANING & FINISHING MACHINERY CO., INC. 
311 HECLA STREET IRONTON, OHIO 





HOW !S YOUR DO THE 
METAL-WASHING NOZZLES CLOG 
MACHINE WORKING 2 TOO OFTEN? 





IS THERE 
TOO MUCH EVERYTHING IS OK! 


FOAMING ? WE ARE GETTING 
OAKITE SERVICE 


Is your washing machine removing buffing compounds as thoroughly as 
it removes cutting oil and metal chips? Is it cleaning brass, aluminum and 
zine die castings as well as it cleans steel? 

Oakite chemists and service engineers have developed cleaning materials 
that meet every requirement for washing metal by machine. Oakite Tech- 
nical Service Representatives know how to make these materials work at 
top efficiency in all types of machines. 

Years of Oakite experience are compressed into a 16-page booklet called 
“8 things to look for when you wash metal by machine.” You'll want to read 
the notes on: 


q How to select the best detergent for each job. See pages 4 to 6. 

{ When to use a solvent detergent. See page 7. 8 things 
4 When to use an alkaline detergent. See page 8. to look for 
4 How to prepare metal for painting. See page 9. when 


{ Tips on selection and operation of washing machines. 
See pages 10 to 12, . you wash metal 


{ Special instrument aids to better operation. See page /3. by machine 


FRE For a copy of “8 things to look for when you wash 
metal by machine.”’ write to Oakite Products, Inc., 
20 Rector St., New York 6, N. Y. 


etc! avize 


OAKITE 


gave 


p INDUSTRIAL Clean, OAKITE PRODUCTS, INC 


a> 
“MALS . meynovs * * 


Technical Service Representatives in Principal Cities of U.S. & Canada 
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Capillarity test 
proves 
ALUNDUM* Abrasive 
makes 


polishing wheels 
last longer and 
perform better 











Capillarity, the ability to absorb 
liquid, is one property of abrasives which 
largely determines a polishing wheel's 
strength and resistance to breakdown 
When abrasive grain has high capillarity 
it is held more firmly by the glue on the 
wheel head — sticks on the wheel until 
all its work is done 


Norton ALUNDUM abrasive is spe- 
cially treated to raise its capillarity 
and to retain this valuable quality 
assuring longer lasting, more efficient 
polishing wheels 


Offering many other advantages for 
fast, clean polishing, ALUNDUM abra- 
sive grain is available in sizes and with 
surface treatments for best results on 
every polishing job. Write for Booklet 
No. 1340, ‘Setting Up Polishing Wheels 
And Belts, containing many helpful 
tips. Norton Compary, Worcester 6, 
Mass. Distributors in ail principal cities 


(NORTON) 
ABRASIVES 


| Making better products fo make 
other products better 








*Trode-Mark Reg U S Pot Off and Foreign Countries 
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LOW CAPILLARITY is shown by tne way this abrasive grain sheds water It will repel glue in the 
same degree, resulting in insecure adhesion of abrasive to wheel head — and short wheel life 


HIGH CAPILLARITY of Norton ALUNDUM abrasive grain soaks up every drop of water It will 
soak up give in the same way, assuring a stranger, longer lasting, faster cutting polishing wheel 








night! You dont need 
butting with Silver-Lume, 





fy The sparkle on that silver is born in the plating bath, and it’s the 

, FIRST and ONLY really bright silver plating process. Coverage? 

H-VW-M’s Silver-Lume Process produces a consistently uniform 

high color through an exceptionally wide current density range. 

Even deeply recessed pieces like the bow! of a gravy ladle come out 

of the bath uniformly bright. There’s no need for special equipment to plate 

with Silver-Lume, initial cost is low, savings in buffing costs are considerable 

~and the whole process is easily controlled, foolproof and time-saving with 
consistently better results. 

This exclusive process is just one of many results of over eighty years of 
constant electroplating development—a continuing policy summed up in 
H-VW-M Platemanship ... your working guarantee of the best that industry 
has to offer—not only in the bright plating of silver—but in every phase of 
plating and polishing. 


PLATEMANSHIP. 


Ask for the Technical Instruction Manual on Silver-Lume. 

Your H-VW-M combination— 
f th t d testi 
Gnd develooment laboratory 4 HANSON-VAN WINKLE-MUNNING CO., MATAWAN, N. J 
—of over 80 years experience PLANTS AT MATAWAN, N. J. © ANDERSON, INDIANA 
in every phase of plating and SALES OFFICES ANDERSON * BOSTON * CHICAGO * CLEVELAND 
polishing—of a complete DAYTON * DETROIT . GRAND RAPIDS * MATAWAN © MILWAUKEE 

NEW HAVEN ¢ Ew ORK © PHILADELPHIA © PITTSBURGH 


i Y d 
chy ling forevery necd, | ROCHESTER SPRINGFIELD [MASS.) © STRATFORD [CONN.] * UTICA 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES * EQUIPMENT © SUPPLIES 
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Eye appeal put these anxious people in this frenzied 
buying mood...”make them like what they see... 
and they'll buy it!”...is probably the most basic of 
all merchandising axioms ... this is where your 
Egyptian Finishes Specialist and the ingenious Egyp- 
tian Lab. Technician behind him can assist you most. 
Call on their highly specialized finishing knowledge 
to help you make your product look better... wear 
better ... sell better. 

Talk to them about your finishing problems on the 
production line too. Often their suggestions have 
broken seemingly impossible bottlenecks... lowered 
overall finishing costs and increased production. 
They know and will tell you the specifications for 
finishing any Government product. 

Let EGYPTIAN help YOU make THEM like what 
they see! 





Invite an Egyptian Industrial Finishes Specialist to 
call on you today. 








SYNTHETICS * VARNISHES z LACQUERS * ENAMELS 


‘y 


By 
hae 





[ INDUSTRIAL FINISHES | 


The EGYPTIAN LACQUER MANUFACTURING CO. 


Box 444, Newark 1, New Jersey 
Plants: South Kearny, N. J. ¢ Lafayette, Ind. 
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FRANK L. BONEM Letter from the Editor 
Associate Editor at tt : 
Finishing Commercial Trucks at Reo Motors, Inc. 20 
H. LEROY BEAVER By Bryant W. Pocock 
ALLEN G. GRAY 
BRYANT W. POCOCK Nikon Finishing Methods Stress Quality 


Consulting and By E ABI : 
Contributing Editors y Ezra oun 





Britehoning of Plumbing Parts Effects 
GENE J. SCHWARBER Large Savings 
Advertising Manager By Herbert Chase 


NORMAN 5S. ROGERS 
Art Director 


lt. V. SONENSCHEIN 
Circulation Manager 


The Chicago A.E.S. Convention and Exposition 


in Review 
By Frank L. Bonem 


Spotlighting Finishing Progress 
ADVERTISING REPRESENTATIVES By Dr. Allen G. Gray 


RICHARD S. KLINE —Protection of Steel Against Atmospheric 
GEORGE E. HAY 
431 Main St., Cincinnati 2 Corrosion 
MAin 0182 
—Regeneration of Chromic Acid Solutions . 76 


o> pg —Low Pressure Spraying Shows Advantages 


42 ileee: tan 7 7 in Porcelain Enamel Finishihng 


JOHN M. KRINGS Practical Applications of Modern Products 


bia ete a " —Brushing Sclves Deburring at White Motor 84 


THE ROBERT W. WALKER CO. —Eight Hour Metallizing Job Saves Monel 
2330 West Third Street 
Los Angeles 5 
DUnkirk 7-4388 —Silicone Base Finish Stands Up Under 875 
57 Post Street, San Francisco 4 
SUtter 1-5 Degree Heat 


MEMBER —Rubber Masks Expedite Defense 
Production 


NB. News of the Industry 
Finishes That Aid in Appearance and Utility .. . 


nate New Equipment, Materials, Processes 


The Finishing Touch 


GARDNER PUBLICATIONS, INC. Opportunity Section 


<3! Main reat Seamer %, Ohle Index to Advertisements 





er rejects since 


We have few 


we installed a BLAKESLEE 


metal parts washer 


~ 
Nip 
Jf 
i _ 


. an METAL PARTS WASHERS 
CO ...... 100% grease-free surfaces for subsequent 
finishing operations. Blakeslee sprays are designed to 
reach all surfaces. Each machine is designed to do 
your cleaning job thoroughly. You can depend upon 
Blakeslee engineering capeteenice to solve your 
particular cleaning problems. ‘We have 








fewer rejects since we installed a 
BLAKESLEE 
metal parts washer.” 


Write today for B LAC 0 S 0 L the 


full information “SEUSS CLT TT.) 
degreasing 


G. S. BLAKESLEE & CO. WERE e450. sand ave. 


CHICAGO + NEW YORK e+ TORONTO CHICAGO 50, ILL. 


SOLVENT VAPOR DEGREASERS NIAGARA-METAL PARTS 
in standard or special WASHERS—built 

to fit your 
needs 











conveyor CANADA 


models G.5. BLAKESLEE & CO.,LTD. 
18 Cranfield Rd. 
TORONTO 13, ONTARIO 
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PUBLISHED PERIODICALLY BY HERCULES POWDER COMPANY IN THE INTERESTS OF BETTER FINISHES AND FINISHING 





Twin Coach Lacquers “Convertibles” 


for Army with One Hot-Sprayed Coat 


Kent, Ohio, Plant 
Avoids Thinning, Cuts Finishing 
Time and Costs 
Motor coaches manufactured for the mili- 
tary, that can be converted from ordinary 
passenger vehicles to first aid or trucking 
use. have joined the growing list of mili- 
tary items now being finished with hot- 
spray lacquer. Here’s why: only one coat 
needed, application time cut in half, finish 
is smoother, flow-out is better, blushing is 


eliminated, and solvents are saved. 
Cellulose Products Department 


HERCULES POWDER COMPANY 
927 Market Street, Wilmington 99, Del. 


Bus bodies being made ready by cleaning. mask- 


ing and priming before hot lacquer spraying. 


July, 1952 





Hot spraying of Army coach convertible 
under way at Twin Coach Co. plant. 





Specification Lacquers for 


SPECIFICATION 
Finishing Military Items ’ 


& 


Learn more about lacquer 


LACQUERS 


for defense finishing. Send for 
this handy guide to specvifica- 
tion lacquers that helps you 
decide which finish vou will 
need in’ performing govern- 
ment contracts. Specification 
numbers are listed, as well as 


an index to uses. 
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Armour Backstand Belts 
do the job right 


Production Tripled ! 


The Coan Mfg. Co. of Madison, Wisconsin, 
decided to use backstand belts instead of 
set-up wheels in sanding bevels on steel 
guides for vending machines. The switch 
increased production from ten to thirty 
guides per hour! These amazing results 
proved to them that Armour backstand 
belts are more efficient, more economical 
than set-up wheels. 

Belts are only one of the many forms 
of coated abrasives available to you from 
Armour. There are more than 30,000 dif- 
ferent varieties in grit size, backing, etc. 
We have sheets, rolls, discs, tubes—and 
specialty sizes to meet your specifications. 

Let your industrial supply distributor 
tell you about this complete Armour line. 
Ask for your free copy of the book- 
let," Facts about Backstand Belt Grinding 
and Polishing”— or send the coupon. 








We recommend buying through 
your industrial distributor 


MAIL THIS COUPON TODAY 


Armour and Company * North Benton Road « Alliance, O. | 

Please send me the free booklet,“Facts about Back- 

stand Belt Grinding and Polishing.” 

Name : ee | 

Title | 

Firm : ; | 
l 


@ 
j MNeusived Address 


City Zone State 


i ane acne eee analog itn 
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Chicago 


BROTHERS INC. 


DETROIT 3, MICHIGAN 


Cincinnati * 


BETTER 





...-with Wagner Premium Anodes in Every Tank 


As primary producers of plating anodes in 
copper, tin, cadmium, zinc, nickel and white 
brass, we offer in one source your every anode 
need. The widespread acceptance of these 
Wagner premium anodes is an indication of 
the quality and service which you get from 
Wagner Brothers. More convincing, of course, 
is actual production, in your own tanks 
Remember these names—and these products— 
for proof of performance: 


@ FLAT-TOP—Copper and zinc in the dis- 


tinctive Wagner form 


@ LECTROCOP—Electrolytic copper slabs 


ag Ty RR, cote CTY pitty gpg gaily 
Wagner Brothers, Inc., 432 Midland, Detroit 3 


@ ISO-CAST—Nickel and copper ovals, tin 


and cadmium corrugated siabs 
@ WABRITE—Cadmium and tin balls 


Wagner anodes are carried in stock in our 
branch warehouses or may be purchased 
through our representatives for shipment from 
the Detroit plant to any destination. Please call 
upon the Wagner man in your area for assist- 







ance with your plating problems. You'll find 
him to be qualified by his experience and his 
will to do a better job. He’s as near as your 
‘phone. If you wish to receive periodic advice 
on prices of plating materials and supplies, use 


the coupon below 


C] Put me on your mailing list 
(J Send general information on Wagner Anodes 


(] Have representative call 


Company__ 


Address_ 


Rochester 


Name____ 























Some conditions that affect 





properties of Electrodeposits 





A study of properties obtained by depositing nickel 
under various conditions reveals specific trends. In 
making each experiment only one condition was varied 
while all other factors remained constant. 


EFFECT OF THICKNESS 


As thickness varies, the variation in properties of de- 
posits from the Watts type bath is especially significant. 
The variation of hardness, tensile strength and elonga- 
tion is most pronounced with thin deposits, as shown 
in Figures 1 and 2. 


) ‘ 3 2 
DISTANCE FROM BASIS METAL IN x 107 


J, Variation in hardness of nickel deposit with posi- 


tion of indentation on cross section (Watts bath). 


Tensile strengths of specimens, 0.0005, 0.001, and 
0.007 inch, heated to 1000°C in vacuo for an hour, 
showed no variation with thickness, indicating that the 
differences in the metal as-deposited were caused by 
differences in the structure of the deposits and not by 
the thickness as such. In general, grain size of a deposit 
from the Watts bath increases with distance from the 
basis metal. In contrast, grain size of a deposit from 
the all-chloride bath did not vary with the thickness. 


EFFECT OF pH 


Harder deposits of nickel were obtained at the higher 
end of the pH range than at the iower end. Deposits 
from a Watts bath showed minimum hardness at 3 to 4 
pH while deposits from an all-chloride bath increased 
continuously in hardness’ as the pH rose. Tensile 
strength varies with pH in approximately the same 
relationship as hardness. 


2. Variation of tensile strength and elongation with 
thickness of nickel deposit (Watts bath). 


A fund of data, important not only in electro-forming, 
but also in predicting performance of nickel plated 
articles, has been developed by the study. 


A.E.S. RESEARCH PROGRAM 


The American Electroplaters’ Society is conducting a 
comprehensive research program and has developed 
useful information on current plating problems. Inter- 
national Nickel, in addition to its other support of this 
program, feels that it will be a further service to make 
copies of these A.E.S. Research Reports available. 

We offer you a free copy of this authoritative, de- 
tailed, 21-page study. Simply fill in and return the 
coupon below. 





eae ; prc | NC 0 cor. 


The International Nickel Company, Inc. 
Dept. PF, 67 Wall Street, 
New York 5, N. Y. 


Please send me a copy of A.E.S. Research 

Report, Serial No. 12 entitled “Physical 

Properties of Electrodeposited Metals.” 
Name : Title 
Company 


Address 


City 











THE INTERNATIONAL NICKEL COMPANY, INC. sew'vorx sn 
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Clear Metal Lacquers 
WMarimum sédhesiou to 
ZINC, BRASS, COPPER and SILVER 





| THE CLINTON COMPANY 


1210 ELSTON AVENUE ©o. CHICAGO 22, ItLino?rs 








—-s 


Al8W3SSV 3131dWOD 


ee nema mn 


hel Yj MIA 
= - Y -03001dx3. f 
% ¥ 














YO, MAN ‘S//04 OUDBOIN ‘AUDdWOD wWApUuNsOgsDD ey] JO SysDWAPD4 B10, 4)9g-Y-440g,, PUD ,, WNPUNsOqGIO,, 


Spouyjaul @AISEIGE 7] Vy Ul Sjuawidojanap VIN a4} 10} 


wavw 3adqval 


nannwcogdavs* 


ILV.LS INOZ ALID 





YIAWOAN GNV LAAULS 











WdIWYVIY IIG-Y-10g ..19,, 
TPPP4UAK gnuH oe ae moge ojow ou HeL 

YIOK MON ‘STRAY vVIVTEINN 

¥L-78 dd daq ‘ANVdWOD WNGNNUOUUVD AHL 


ern Isv 


‘uodnos Apury ay peu pur diy so —urwsayrs son 


-qiasIp JO WAGNNYONV) INOA ur Tey “mou—uoN 
Ae -uane yeuosiod moX dasasap satduexa isaMau OMI 


asa) pur —siaauISua WAGNAYOUAVD Ag dUaUdo]aA 


+1iNA -ap snonunuod Japun age sanbruypai datsriqe MAN 


RINE EAN RTO PRORATED SEER ERROR GERI UE LOCe ANU TEL CS REE cESoeUm cRESURTeEE TEER GEREN pocoteee 


‘suonviado aatsviqe aiviedas ¢ JO 
Z saivurunya a ‘sqof Auew uQ ‘siouenb asop> ur Apury 
— 1edwos —1y8rq ‘yen 03 Asva — se JO J1IDaTa {JOO} 
ajquasod aypurds aySiens Aur sow say “‘Surystuy in0jUOD 
‘Suryeoiq-a3pa ‘dn-uvap> pjam ‘Suripu3 prow pur aip uo 
Jaavs-AdUOW pu Japaads-yJOM [vapI— vap! DAISvIqE MIU 


-puviq & JUaWY ee SuIpulsd yyag apquisod assy Ss. ppOM 


ava 19 


jIIMOT ‘sazIs DUIOS — dJOW OU ST ISO) JrUISIIO puy 
‘AIM qny JaIsvU dUO YAM “‘IsdUY 0} IsdYySNos Woy ‘urya 
-AJaaa pus uvd nok—suonruiqwod luasayip PET 01 dn 
—aduits ‘asvy st sas, Sursuvys ‘yyey ur sisod wawaoeyd 
-9J JAdYM IND uLd Ivy? AJquuasse qed-¢ Mau v UT MOU — 
siJaq aarsvsqe INOA WO ‘dzI] YI 9d1MI “SuNIND Joisvy NOA 
SPATS IVYI [PIYAM IDVIVOD Jaqqns paqeas ,.19,, SNOW; sy, 


‘any semun 1 9°L, 














BLATECOILS 


(REPLACE PIPE CONS 


save 5 ways 


used as original equipment 


in DAUER Bonderite Washers 


1. Lower first cost 
2. Simplified and less costly installation 
3. Take less space in tank 
4. Higher heat transfer rate 
9. No pipe joints in solution 


Send for complete 
technical manual and 
descriptive Bulletin 
No. P50. 


BLATECSIi 


KOLD-HOLD MFG. CO. 


ee ee | 








TANK MAINTENANCE WITHOUT 
LOSS OF SOLUTION 


There is no need for workmen to get 
inside the tank in order to make 
replacements or repairs. A _ Platecoil 
can be removed in a matter of min- 
utes with the solution still in the tank. 


LITERATURE 
The new Platecoil -Bulletin furnishes 
a complete description of the Plate- 
coil method of tank heating. Write 
for your copy today. 


HIGH BTU TRANSFER 
More prime surface of Platecoil can 
be installed in a given area than can 
be obtained with pipe coil. Thus a 
more compact Platecoil unit provides 
much greater BTU transfer per unit 
area than can be obtained with pipe 
coil. Quick 
mean 


starts in heating tank 


solutions more hours of pro- 


ductive tine. 


Why 
Platecoils 
Cost Less 

LOW FIRST COST 


The initial cost of Plate- 
coil is often 50% or 
more below the cost of 
equivalent pipe coil de- 
pending, of course, on 
the materials used in 
construction 


EASY 
INSTALLATION 


By the use of ‘quick 
change hangers’’ Plate- 
coil installations can be 
made in open tanks in 
one-half hour or less by 
one man and a helper. 


NO THREADED 
JOINTS IN TANK 


The entire Platecoil is 
electric welded and 
pressure tested. There 
are no joints to corrode 
er leak. Both connec- 
tions to the Platecoil 
can be located above 
the liquid level where 
there is no danger of 
thread corroding and 
freezing. 


GREATER 
TANK CAPACITY 


A 22’ x 47" Platecoil 
gives the same _ heat 
transfer surface as 32 
feet of 11/2‘' pipe. This 
pipe requires a space 
approximately 30°’ x 
60''. Platecoil thus saves 
about 50% over equi- 
valent pipe coil. 


WEIGHS 
50% LESS 


Weighing only about 
half as much as equi- 
valent pipe coil, Plate- 
coil is easy to handle. 
A whole maintenance 
crew is not needed to 
transport and _ install 
Pipecoil. 


Kold-Hold Manufacturing Company, Lansing 4, Michigan 
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COPPER-PLATED PARTS STAY BRIGHT AND CLEAN 


When the plating shop treats them with WATER DIP +33 


@ If you are doing your own copper plating or buying copper-plated 
parts... 

Then you’ll want the full story on a simple, low-cost metal treatment that 
keeps the copper surface bright and chemically clean—just as it comes from 
the plating bath. Water Dip #33 prevents finger printing and staining 
during assembly, storage and use. 


IF YOU'RE DOING COPPER PLATING, IF YOU'RE USING COPPER-PLATED PARTS, 


you can cut out extra operations by 
using Water Dip #33. Work goes 
directly from the last hot water 
rinse into Water Dip #33—no need 
for rehandling and drying. 


you will find that you can make ex- 
cellent soldered connections, and you 
can make strong, uniform welds even 
after the parts have been dipped in 
Water Dip #33. , 


Water Dip #33 has many more advantages — in many types 
of plating. For the complete story, write for Technical Data 


PIONEERS IN 
PROTECTION 


our 
76th 
year 


Bulletin #117 or let our M & W technical consultant discuss 
your requirements privately with you. 








NEWARK 4, WN. J. 


438 RIVERSIDE AVE. 


~ 


July, 1952 


MAAS <” & WALDSTEIN CO. 


Midwest Div.: 1658 Carroll Ave., Chicago 12, Il. - Pacific Coast Div.: Smith-Davis Co., 10751 Venice Blvd., Los Angeles 34, Cal. 


MANUFACTURERS OF INDUSTRIAL FINISHES 
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WMERICAN CHEMICAL Paina: Company 


ERICA +s 


AMBLER [ia PENNA, 


Technical Service Data Sheet 
Subject: IMPROVED DRAWING AND COLD 


FORMING WITH GRANODRAW 


INTRODUCTION: 

When steel is phosphate coated with 
“Granodraw” prior to working it, 
drawing, extrusion, and other cold 
forming operations are greatly im- 
proved. In fact, the protective phos- 
phate coating makes the cold extru- 
sion of steel possible. 





Getting cold steel to flow depends 
on the unique properties of this coat- 
ing. Its non-metallic phosphate crys- 
tals are physically and chemically 
adapted to acquire a strongly adsorbed 
lubricant. The combination of adher- 
ent phosphate coating and adsorbed 
lubricating film possesses a low co- 
efficient of friction while maintaining The dianingot che sak aang ae eal 
its integrity under extremely high forming operations — including the cold 
lef - “ ety extrusion of steel — are greatly facilitated 
deforming pressures. by the application of a ‘‘Granodraw” 


phosphate coating and a suitable lubri- 
cant prior to working. 














““GRANODRAW”’ DATA 


“Granodraw” zinc phosphate coating chemical is applied to pickled sur- 

faces in an immersion or spray process. When used with a suitable 
lubricant, the coating reduces friction under conditions of low, medium, 
or high deforming forces encountered in such typical operations as: 
cold extrusion of steel; cold shaping; deep drawing (tubs, cartridge 
cases, shells, etc.); stamping; drawing of wire and tubing; ironing; 
necking; nosing; and upsetting. 





CHEMICALS CHEMICALS 
Xe P WRITE FOR FURTHER INFORMATION ON “GRANODRAW” Ne P 
AND ON YOUR OWN METAL PROTECTION PROBLEMS. PROCESSES 





PROCESSES 
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PIONEER OF A BETTER WAY IN PLATING Udylite 
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for longer life cleaning 


p anhydrous, silicated, heavy-duty 

el cleaner of medium alkalinity. 

s formulated to give maximum 

ith extraordinarily heavy soil 

contains no soaps... is free 

d produces no undesirable 

and rinse tank solutions. 

HS al n of the oil and removal 
of suc detergent environment 
flow principle is used. 

HS is -commended wherever 
prod ications demand large 
amounts of from in-process parts. 


omplete information, 


fompt shipments from 


lent warehouse stocks. 


AL COMPANY 
LEANER DEPARTMENT 
7016 Euclid Avenue 
Cleveland 3, Ohio 


July, 1952 











Dear Keader JULY, 1952 


You can form some idea of the techniques employed in 
the Japanese Finishing Industry by noting some of the prod- 
ucts and processes, familiar to American finishers, not gen- 
erally employed in Japan. Too, with the enactment of the 
Peace Treaty, information on Japan’s needs with regard to 
finishing equipment can guide American suppliers interested 
in export business. 

A principal need of Japanese electroplaters is modern, 
automatic plating equipment. This includes barrel plating 


and finishing machines. It includes also all the accepted ac- 
cessories and auxiliary equipment such as automatic tem- 
perature controls, heat exchangers, filters, plating racks, and 
insulating and tank lining materials. Rubber lining is not 
used, and plastisol rack insulation is used only in a few of 
the larger plants. 





Although Japan was an early source of lacquer, modern 
industrial lacquer and enamel finishes are needed. Likewise, 
American spray guns and other finishing “tools” would do 
much to improve efficiency and product quality. 

In the field of polishing, Japanese technique employs 
emery cake for lubrication and cutting; grease stick is seldom 
used. The technique of using a greaseless compound to pro- 
duce a satin finish is not employed. 

Modern, well formulated cleaners and bright plating solu- 
tions would contribute much to Japanese finishing progress. 

In spite of these needs, which we might regard as hin- 
drances, Japanese finishers are turning out good work. They 
do need better tools, and hence they represent a potential 
market for American finishing supplies and equipment. 


@. Gaui 


—EDITOR 








Finishing 


Commercial Trucks 
at 
Reo Motors, Inc. 


By BRYANT W. POCOCK, M.A. 
Registered Engineer 


UCH has been written about 
the Army’s Eager Beaver 
truck, and much more will 


undoubtedly be reported dur- 


ing months to come. But this story is 
about the Eager Beaver’s counterpart, 
the commercial truck, which is also 
manufactured by Reo Motors, Inc., of 
Lansing, Michigan. 


Ask any Reo employee, be he in the 
management, supervision, or operator 
group, and he will tell you that the Reo 
commercial truck, as made _ today, 
played an important part in establish- 
ing Reo’s all-time sales record set dur- 
ing the first half of 1951. Naturally, 
these same employees are quick to 
point out that much of the credit for 

the overall qual- 
ity, durability, 
and public accept- 
ance of the Reo 
truck must be 
given to the high- 
class finish put on 
that truck. 

As explained by 
company offi- 
cials, the most 
outstanding char- 
acteristic of the 
Reo truck, from 
the finishing 


Fig. 1— Engine test 
house for breaking in 
new engines. 











standpoint, is the fact that it is com- 
parable to a passenger car. The paint, 
for example, has to be of passenger car 
quality, with no ripple marks, runs, or 
sags, and with minimum orange peel. 
From an acceptance viewpoint, a trace 


of orange peel shows depth and rich- 
ness of color, but too much of it cuts 
down on gloss. Gloss is held to 90 mini- 
mum on the glossmeter. 


Finishing Engine Components 


As far as Reo’s finishes for the 
truck lines are concerned, there are 
three natural subdivisions: the engine, 
the chassis (including the wheels), and 
the body. The engine is of Reo design 
throughout. All engine castings sub- 
ject to oil contact are sprayed on the 
inside with a red oxide crankcase seal- 
er, which prevents rust and corrosion, 
and which immobilizes any particles of 
sand, scale, or shot not removed from 
the surface of the castings in the clean- 
ing process. This Acme No. 28-N-503 
sealer is a lacquer base material, air 
drying, heat-resistant and oil-resist- 
ant. It will not chip or peel. It effec- 
tively prevents the formation of rust 
at some future date due to condensa- 
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tion of moisture within the engine. 

An anti-scuff coating of Parco Lub- 
rite is used on cam shafts. The black 
coating of magnesium iron phosphide 
formed by the Lubrizing process, being 
scuff-resistant, is a highly satisfactory 
answer to the wear and tear otherwise 
expected on cam shafts during the ini- 
tial break-in period (see Fig. 1). Reo 
officials explain that any two pieces 
of metal, even though they may be con- 
tinuously lubricated, if running togeth- 
er and not mating perfectly on a brand 
new engine, may develop a tendency to 
scuff or gall. This is more or less true 
regardless of tolerances, which are 
close in the Reo engine; it is particu- 
larly true if the two pieces are of the 
same metal, which is the case here. The 
cam shaft is of Proferall, a nickel- 
chrome-molybdenum composition cast 
iron, low in carbon (about 2.50 per 
cent). The valve lifter, which runs di- 
rectly on the cam lobe, is of hardened 
cast iron. 

Steps in the Parco Lubrizing pro- 
cess are as follows: 

1. Parco Cleaner No. 110 at room 

temperature. 
2. Cold water spray. 
3. Hot water dip. 
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4. Parco Lubrite at 220 deg. F. 

5. Cold water dip. 

. Water-soluble oil dip, 15 to 1, to 
20 to 1, with water. 

All blocks and cylinder heads are 
given a combined washing and rust- 
proofing treatment (in a single opera- 
tion), after machining and prior to 
being stored. The washing solution is 
made up as follows: four volumes of 
kerosene are added to one volume of 
Quasol 80 Base; from one to two vol- 
umes of the resulting mixture are add- 
ed to three volumes of Ferrocote 349. 
This final mix is then added to the 
washer. Mixing must be done in that 
order because Ferrocote 349 is not 
water-soluble. The Quasol contains 
sufficient emulsifying properties to 
emulsify the Ferrocote. Quasol is used 
in several processes at Reo, where it 
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is considered to be a good emulsifying 
base. This compound is used in all three 
stages of a three-stage multiple wash- 
er (see Fig. 2), giving a long, contin- 
uous wash with sufficient rust proof- 
ing to protect the treated parts from 
corrosion for about two weeks’ storage 
in the plant under conditions of high 
humidity. 

The aluminum pistons are brass 
plated by immersion (see Fig. 3). All 
Reo truck pistons are made of cast 
aluminum in permanent molds. The 
pistons are cam ground to an eccentric 
cross section and completely machined 
with the exception of the piston pin 
hole. They are then brass plated by 
immersion. After plating, the piston 
pin hole is diamond bored. The brass 
plate adds an anti-scuff coating to the 
piston and is completed in the follow- 

ing steps: 

1. Alkali clean in Pennsalt 
A-22 (6 to 8 oz./gal.) 
held at 180 to 190 deg. F-., 
for 30 seconds. 

. Cold water 
seconds. 
Immerse in 15 per cent 
nitric acid at room tem- 
temperature, 30 seconds. 

. Cold water rinse, 30 
seconds. 

5. Brass plate, 125 to 130 
deg. F., 2 minutes. 

. Cold water rinse, 30 
seconds. 
Immerse in 2 per cent 
nitric acid at room tem- 
perature, 2 to 4 seconds. 
Hot water rinse, 180 to 
190 deg. F., 30 to 60 
seconds. 

9. Dry in air blast. 

All cylinder’ sleeves 


Fig. 2—Engine parts and sub-as- 

semblies entering 3-stage pressure 

washing machine at Reo Motors, 
Incorporated. 


rinse, 30 


are 
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Fig. 3—Brass plating aluminum pistons 
(foreground) 


checked in the assembly for incipient 
failures which might allow leaks to oc- 
cur between the coolant and crankcase 
sections of the engine. This is done ina 
special machine under one atmosphere 
pressure, using a mixture of one vol- 
ume of Ferrocote 3046 to 40 volumes 
of water. Quaker Ferrocote 3046 forms 
a clear emulsion with water and acts 
as a rust preventive. Buna-N rubber 
“O” ring seals are used on the cylin- 
der sleeves because it resists hot oils 
and engine coolants. The pressure used 
in testing the seal rings is approxi- 
mately five times the pressure that is 
ever developed by the pump in any at- 
mosphere, at high or low altitudes. 
The pistons are fitted with pins and 
these assemblies in turn are fitted to 
the cylinder sleeves by instrument in 
a constant temperature, constant- 
humidity room. After this operation, 
the parts go through a two-stage high 
pressure spray washer containing 
Macco 374 used at a concentration of 
2 gallons to 300 gallons of water at 180 
deg. F. All the parts which go into the 
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Note reciprocating mechanism for agitating cathode 
Exhaust ducts at tank sides draw off fumes 


interior of the engine go through this 
washer. 

A sub-assembly and major parts 
feeder line takes all engine parts to a 
constant-temperature, constant-pres- 
sure, constant-humidity assembly 
room, where the engine is partially as- 
sembled. Each part is hung on special 
hooks, all in correct order. The par- 
tially-assembled engine is now capped 
with masks in order to protect valves, 
rock arms, pulleys, and so on, and then 
fed on a conveyor to the engine spray 
booths, as shown in Fig. 4. 

Three colors are applied in the en- 
gine spray booths: gold on the rocker 
arm cover, heat-resisting aluminum on 
the exhaust manifold assembly, and 
blue on the bulk of the engine assem- 
bly. Parts are dried by a ten-minute 
pass through an infra-red light bank, 
which in turn is followed by a cooling 
chamber. The automatic conveyor 
travels in a closed circuit. After pass- 
ing through the cooling chamber, the 
engines are lowered onto a _ second- 
floor conveyor trolley which carries 


PRODUCTS FINISHING 23 














them along with all sub-assembly 
parts to the final assembly. Before 
their return to the constant-tempera- 
ture assembly room, all the trolleys 
are given a high-pressure water spray 
in order to keep dirt and dust out of 
that room. 

The top compression ring on the 
aluminum piston is hard chromium 
plated—not porous. Reo’s piston rings 
are special rings manufactured by the 
Sealed Power Corporation which 
chrome plates the rings by a special 
hard chrome process. The chromium 
follows the contour of the turning and 
lapping operation, but it does not leave 
any sharp edges. Any microscopic ir- 
regularities have the ultimate effect of 
holding oil during engine run-in, thus 
providing adequate lubrication during 
this critical period. 


Carburetor parts are treated with 
chromic acid in order to make the 
aluminum die casting inert to corro- 
sion. Chromate salts, it is believed, are 
formed on the surface as an iridescent 
coating. Most parts which are thread- 
ed are electroplated to 0.00015 inch 
thickness with zinc, then Iridited for 
additional corrosion resistance. 

Body Finishing 

Body parts are spot welded. In cases 
where gaps between panels would 
otherwise be large on spot welded sec- 
tions, such as along seams across the 
tops of cabs, these are tinned at Reo 
with a 40-60 solder, 60 per cent lead, 
40 per cent tin. A non-corrosive flux, 
Tintite, is employed. 

The flux is applied with a brush. Tin- 
ning is done by flowing 40-60 solder on 


Fig. 4—Water washed spray booth for application of engine blue enamel on engine crankcase 
assembly. 
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Fig. 5—Two Reo trucks ready for the road. 


fluxed metal areas with a gas torch. 
Any required filling of cracks or holes 
is done with fill solder containing 20 
per cent tin and 80 per cent lead; then 
the part is conveyed to a body finish- 
ing department, where rotating abra- 
sive wheels are used in a dry grind- 
ing process to grind down the surface. 

Bodies are assembly-welded on the 
third floor. They are then lowered to 
the first floor on a conveyor for finish- 
ing. For cleaning and pre-paint treat- 
ing a five-stage multiple spray wash- 
ing machine is used. The first stage 
consists of a 45 to 60-second spray 
wash in Pennsalt 32 used at a concen- 
tration of % oz./gal. at 180 to 200 deg. 
F’. This is followed by a spray rinse in 
water of the same temperature for the 
same length of time, and this in turn 
by a two-minute spray phosphatizing 
application in the third stage using 
“Prep-N-Cote 98” at 2 oz./gal. at 160 
to 180 deg. F. The fourth stage is a 
repeat cold water rinse, and the fifth 
is a spray in Macco “Phos-Seal” 
(chromic-phosphoric acid) at ys per 
cent, which is equivalent to 8 oz./100 
gal. This last stage lasts for one min- 
ute at 130 to 150 deg. F. All spraying 
is done through Vee-jet nozzles, which 
produce a fan-shaped spray giving bet- 
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ter distribution, better coverage, and 
better impingement. 

Washing is followed by a conven- 
tional pass through a Burdette gas-fir- 
ed drying oven, after which comes the 
application of the red oxide primer. 
The primer (Acme 407-R-6) is spray- 
ed on in a stagger type, pressurized, 
water-wall type alternate spray booth. 
After 5 to 7 minutes of air drying, 
bodies go through the Burdette bake 
ovens (18-minute pass at 300 deg. F.), 
and then through a cooling zone where 
the bodies cool to near room tempera- 
ture. The next operation is a dry sand 
scuff using 280 to 360 grit papers, fol- 
lowed by an air blow-off. Then the 
deadener is applied. 

Deadener used on Reo trucks is Vi- 
berdamp No. 2002, made to withstand 
better than 350 deg. F. before sagging. 
This is important, since Reo’s baking 
ovens are 300 deg. F. and baking is for 
18 minutes. Deadener is sprayed under- 
neath all the parts of the cab and the 
front of the cowl, and inside the outer 
skin of the doors. After the deadener 
is applied, bodies enter the first enamel 
booth. 

Paints come into the Reo plant in 55- 
gallon drums with built-in agitators. 
In order to ensure adequate mixing, 
however, all drums are rolled for 15 
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KEEP SPRAY BOOTHS 
SAFER FROM FIRE! 


WITH NON-INFLAMMABLE | 


BOOTHCOTE 4 


FOR DRY WALL BOOTHS 
AND THE NEW 


BOOTHCOTE ° 
KLEENCOTE 


Makes frequent clean- 


FOR WATER 
WASH BOOTHS 


WATER WASH 
COMPOUND 


ing easy. Pre-mixed, 
ready to use, safe to 
store. Saves time, la- 
bor, no flaking off. 
Spray or brush on 
clean booth. When de- 
sired, peels 


off overspray in sheets. 


operator 


Advocated by insurance companies. 


Money-back trial offer: 5 gals. $6.25 


HYGRADE’S STERLING CREME 


protects hands and arms from paint, grease, ink, | 


etc. penetrating skin. Soil washes off easily with- 
out harsh solvents or cleaners 


40 Ib. pail $12. 


HYGRADE’S STERLING CLEANER 
(WATERLESS HAND CLEANER) 
dissolves grease, grime, fresh paint, tar, printers 


ink, shellac, mastic cement, etc. without water. 


40 lb. pail $9.00. All prices f.0.b. Buffalo. | 


HY GRADE 


FOOD PRODUCTS CORP. 


Industrial Div., 18 Stetson St., 
Buffalo 6, N. Y. 
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minutes in a special fixture designed 
for that purpose. Red, green, and yel- 
low baking enamels of the alkyd type 
are used on Reo trucks. Bodies pass 
through the first enamel booth in from 
4 to 5 minutes and then enter the 
second enamel booth. Passage through 
the second booth takes from 5 to6 min- 
utes. This is followed by an air dry, 
then by an 18-minute pass through the 
enamel bake oven held at 265 to 285 
deg. F. Baking, as explained by Reo’s 
paint chemist, results in a rapid, com- 
plete polymerization of the paint re- 
sins. Even after this baking period, 
however, the paint has to cool to room 
temperature before it becomes tack- 
free. 


Finishing the Chassis and Wheels 


Chassis parts are all pre-primed, as- 
sembled, riveted, or fastened by bolt- 
ing or by other means. Rails enter the 
Reo plant already primed. Where any 
rust spots occur, they are cleaned with 
a wire brush and then re-primed. Side 
rails are three-sided channels of 1020 
to 1025 SAE steel. They go on down the 
line, and all the parts that are riveted 
or bolted or fastened otherwise on the 
rails are pre-primed. After all subse- 
quent sub-assemblies have been ap- 
plied, the first chassis spray booth is 
reached. Here a finish coat of red is 
sprayed—usually all chassis at Reo are 
red. This a forced-dry type of enamel, 
alkyd base. The chassis is rolled over 
in a single operation, placed back on 
the floor conveyor, and it goes along 
to the second spray booth. Here the 
top and all the remaining sections and 
areas of the chassis are painted. 

Drying is done during a 7-minute 
pass through an infra-red lamp bank, 
followed by a cooling period of about 
3 minutes. The engine is next lowered 
onto the chassis, and other sub-assem- 
blies added. 

Wheels are placed on a conveyor by 
hand, after which they go past a 
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IRIDITE 


WANT CORROSION RESISTANCE? 


Iridite will give you  better-than- 
specification protection against cor- 
rosion. 


WANT PAINT ADHERENCE?  tri- 


dite provides a firm and lasting base 
for paint by preventing underfilm 
corrosion. 


WANT EYE-APPEAL? Iridite can give 


you a variety of finishes, depending 
upon the metal being finished .. . 
from clear and sparkling bright or 
military olive drab, to attractive 
dyed colors. 


BEST OF ALL, any Iridite finish is 


economical and easy to apply. 





IRIDITE 


Simple chemical dip; immersion time only 10 seconds to 2 minutes; no 
sealing dip; color is clear or yellow depending upon your requirements; 
salt spray resistance equivalent to 20 to 30 minutes of anodizing, elimi- 
nates need for costly racks and electrical power. 


Aturo Researcn Prooucts 


INCORPORATED 


4004-06 — MONUMENT STREET © BALTIMORE 5 MD 
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On Thinners 


We make nothing but thinners—For 27 
years we have been saving money for big 
and little customers. They like us because 
we make the thinner they want at a money- 
saving price! 


Let us show you how a Lacquer Thinner 
SPECIALIST can supply you with the right 
Thinner . . . and still save you money. 








Just fill out form below and mail today. 
We'll work out a Thinner especially for 
you, and send a sample. Think we can do 
it for 85¢ or less a gallon too! 


PO TI E R PAINT O0., INC. 


CORTLAND 2, W. Y. 
THINNER SPECIALISTS 





The product we make is: 
We use Lacquer Thinner for: 
3 Spray 0 Dip 0 Cleaning oO Other 
We use Lacquer Thinner on 
Metal CJ wWoed oO Other 
We want it to dry: 


(C) Fast DD stow CO) Medium 











Address 





City. Zone State 
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water-wall type spray booth where 
they are spray painted. Wheel paint 
at Reo is a fast-drying paint, yet it is 
very abrasive-resisting and tough. All 
Reo truck wheels are painted red. They 
air-dry in 15 to 20 minutes. This paint 
was specially selected by Reo for its 
ability to withstand handling at the 
tire machine, which is an operation 
that can be very severe. 


Testing Paint Finishes 


In addition to an endurance test of 
six months’ Florida exposure, results 
of which are certified by the paint ven- 
dor, Reo performs additional paint 
tests in its own laboratories. Such ad- 
ditional tests include fade tests, salt 
spray, and immersion in distilled 
water, synthetic sea water and gaso- 
line. A 24-hour waiting time is allow- 
ed after application of paint before 
tests are run An impact test, consist- 
ing of a 15-inch, two-pound test, or 
30 inch-pounds, on a half-inch diame- 
ter steel ball, is performed on paint 
panels. The impact is performed on the 
back of the panel, making a bulge on 
its face. Appraisal of paint toughness 
is made by visual examination of the 
bulge. It has been found at Reo that 
some paints have failed after immer- 
sion in distilled water, although the 
same paints would pass immersion in 
tap water or even in sea water. The 
reason for that is the fact that distilled 
water is unbuffered and is “thirsty” 
for anything that will dissolve in it. 

CONSTRUCTION 


CHEMSTEEL coetmuetis 


301 Chemsteel Bidg.. Walnut St.. Pittsburgh 32. Pa 


Send data on Engineering & Construction facilities for 
ACID-ALKALI-PROOF CONSTRUCTION 
of processing & storage tanks & flooring in 


(Stee! Plant (7) Chemical [7] Textile (_] Food 
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“7ée BUCKINGHAM PRODUCTS @. 


14100 FULLERTON AVE. ¢ DETROIT 27, MICH. 
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jk FACTORIES—LABORATORIES 


The West's most complete industrial 
finishes facilities. Industrial Sales 
Division operates as a unit 

with its own personnel, equipment 
and management. 


@ BRANCHES & WAREHOUSES 


Standard industrial products and 
thinners available ‘next door” 
throughout the West. Special service 
for individual requirements. 


SAN FRANCISCO 
INDUSTRIAL 
PRODUCTS BUILDING 


Typical of Fuller’s 
industrial operation 
is this scientifically 
streamlined plant, 
housing the finest 
known equipment. 
Over 100,000 gallon 
per month capacity 
in this single 
industrial products 
building. 





Finest lit iil . I] FULLER CHEMISTS AND 
inest quality controls—largest overa FIELD TECHNICIANS ARE 


industrial volume—latest facilities THOROUGHLY EXPERIENCED 
— biggest personnel IN ALL THESE FIELDS 


Can handle any formulation problem! FURNITURE FINISHES 


Fuller has the industrial finishes service you BATTERY COATINGS 
want in the West! VENETIAN BLIND FLASH BAKES — 
Important, first, are the strategic locations WRINKLE FINISHES 


of Fuller’s industrial products factories and 
laboratories—assuring fast, effective service HAMMERTONES—AIR DRY AND BAKED 


wherever you locate in the West. Only Fuller LEATHER FINISHES 
covers the West so thoroughly! 

: ; DIPPING ENAMELS ... HEATER ENAMELS 
By long experience, our chemists and tech- 
nicians understand production problems of FLUORESCENT FIXTURE FINISHES 
large manufacturers in all types of wood and DRUM ENAMELS 
metal products. Unsurpassed and unending csenteeaiiiied 
research plus the very latest procedure in SANITARY AND PROCESSING 
batch control give you uniform excellence 
and maximum production line efficiency for LABEL VARNISHES AND LACQUERS 
your industrial coatings. COLLAPSIBLE TUBE COATINGS 


Fuller can meet all your requirements in the FOIL COATINGS... HEAT SEALS 


West. Put us to the test! ‘Call Fuller in!” 
AIRCRAFT FINISHES 


AUTOMOTIVE FINISHES 











S—— FACTORIES: 

W. P. FULLER & CO. SAN FRANCISCO 

Partial view of battery Intricate network of Since 1849 LOS ANGELES, SEATTLE 
of 24 15,000-gallon piping in one of Fuller’s 


storage tanks. industrial plants. Branches & Warehouses throughout the West 











Nikon Finishing Methods Stress 


By EZRA A. BLOUNT 
Editor 


IPPON Kogaku K. K. Tokyo, 
Japan, maker of the famous 
“Nikon” camera, was establish- 
ed in 1917 for the purpose of 
manufacturing optical instruments. At 
that time German optical instruments 
set the world standard in the matter 
of quality, and the new company set 
as its goal the manufacture of optical 
instruments equaling the quality of the 
German products. This goal was at- 
tained, and 25,000 binoculars were 
manufactured and supplied to the 
Allies during World War I. This same 
binocular, incidentally, has been ap- 
proved by the National Bureau of 
Standards, Washington, D. C. 
Continuing its progress in the manu- 
facture of optical instruments, and ex- 
panding its activities to keep pace with 
the demand for its products, the com- 
pany developed and produced range 
finders, periscopes, microscopes, all 
types of photographic lenses and op- 
tical glass. This expansion continued 
until the company comprised 20 fac- 
tories with a total of 25,000 employees. 
In October 1945 the company resum- 
ed its production in accordance with 
the permission of General Headquar- 
ters, U. S. Army in Japan, and at that 
time a complete reorganization of the 
company was effected. The reorgan- 
ized company now operates the main 
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factory, located in Tokyo, with 1500 
employees. The products currently 
being supplied to the world market in- 
clude: binoculars, telescopes, micro- 
scopes, cameras, photographic lenses, 
surveying instruments, (level and 
transit), optical comparators and 
measuring instruments, and optical 
glass. In quantity the company’s cur- 
rent production may be classified as: 
60 per cent cameras and lenses, 15 per 
cent binoculars, 15 per cent micro- 
scopes and surveying instruments, and 
10 per cent optical glass and miscellan- 
eous products. 

At the present time a substantial 
percentage of the production is export- 
ed to the United States, South Ameri- 
ca, Denmark, Switzerland, Sweden, 
Norway, Thailand, Belgium; in fact, 
almost all over the world. 

Nippon Kogaku is a pioneer in the 
manufacture of optical glass, produc- 
ing 70 different kinds of glass—-more 
than twice the number of varieties pro- 
duced by the leading competitor in the 
world market. Much of this optical 
glass is supplied to other optical 
equipment manufacturers in Japan. 

Specialties of the company are high- 
speed camera lenses and accurate op- 
tical instruments. To dramatize the ex- 
cellence of its optical glass, and 
camera lenses in particular, the com- 
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pany entered into the manufacture of 
cameras. (Many instances of U. S. 
manufacturers who have developed 


and marketed one product to sell an- 
other product can be cited.) In this 


way the famous “Nikon” 35 mm. 
camera was developed. The excellence 
of its f 1.4 coated lens as well as its 
other outstanding features, have speed- 
ed its acceptance by camera “fans’”’ 
everywhere. The high quality of the 
Nikon 35 mm. popular model camera is 
a subject of great concern to the com- 
pany, and the company keeps records 
of every datum of inspection of each 
camera and lens for 10 years for the 
purpose of guaranteeing them. 

In this “industry of precision,’’ ma- 
chine tool and inspection devices of 
great accuracy are essential. Any lack 
of precisiGn in machine tools must be 
compensated for by careful hand work, 
in which Japanese craftsmen excel, in 
addition to detailed and precise inspec- 
tion. To inspect and maintain the qual- 
ity of its products, the company uses 
many optical instruments made by 
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Carl Zeiss, Germany and Societe Gene- 
voise, Switzerland, as well as its own 
designed ones. Very careful and pre- 
cise inspection of the optical glass, and 
particularly the characteristics of the 
completed lens, is held by the company 
to be the reason for the fine reputation 
which its cameras and other optical 
products have gained. 


Finishes and Finishing Processes 


With such a heritage of quality in 
connection with the optical parts and 
products, it is easy to understand why 
the Nippon Kogaku company would 
exercise the same concern over the 
quality of the various finishes applied 
to the metal parts of the camera, so 
that the product offers an appearance 
in keeping with the high quakty of its 
optical characteristics. The fact that 
surface finish is important in estab- 
lishing sales appeal, regardless of the 
utility of the product, is well known to 
these Japanese manufacturers. 

The metals used in manufacturing 
the camera proper, to which surface 
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finishes are applied, consist of alumi- 
num and brass. Some aluminum parts 
are bright dipped in a nitric-acetic 
acid bright dip. Others are anodized 
in a room temperature solution of 2 
per cent oxalic acid for 15 minutes, 
and then sealed in boiling water under 
3 to 5 atmospheres steam pressure for 
20 minutes. (This sealing technique 
differs from U. S. practice, in which 
sealing is generally accomplished at 
normal atmospheric pressure.) Such 
anodized surfaces may be used in the 
anodized condition, or may be given a 
final coating of Japanese Urushi black 
lacquer and baked at 320 deg. F. (It is 
of interest to note that this Japanese 
black lacquer was introduced into 
American industry many years ago, 
and the name of the lacquer was short- 
ened to ‘Japan’; hence the origin of 
the term “japanning”’, still used in U. 
S. finishing rooms to describe a black 
lacquering process. ) 

Brass camera Parts are finished with 





a fine matte chromium plate, or a 
black nickel plate which serves to pre- 
vent light reflection, and in some cases 
provides a base for a final black urushi 
lacquer coat. Brass parts are polished 
by hand with No. 320 corundum polish- 
ing cloth, then with a charcoal polish- 
ing block and water. A rotating disc 
facilitates the process. A smooth sur- 
face which is not bright is thus pro- 
duced. The next step in the finishing 
process consists of a light sand blast 
to form the base for the final matte 
finish. The preceding polishing process 
makes the blasted surface more uni- 
form. Next, the brass parts are given 
two successive bright dips in solutions 
of nitric-phosphoric acid mixtures 
(approximately 3 parts nitric and 7 
parts phosphoric). Two solutions are 
employed in the interest of economy. 
Acid life is increased by this practice. 
Thus, a bright, yet a non-reflecting 
fine matte surface is produced on the 
brass, as compared with most matte or 
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Tack Cloth in 
Handy Rolls or Cut Bulk 











Rs. ng 





a 


Now you can get Tack Cloth packed the way it's easiest for you to 
use—either in 150 yard rolls of 36’ wide cloth or in handy cartons—100 
or more Tack Cloths to the carton. 

No matter which way you buy it, you can be sure that every square 
inch will stay SOFT and TACKY until the very last bit is used up. 


The Cut Bulk size is 18'' x 36''—folded to 41/,’’ x 18’ for easy handling. 


IN ROLLS 
Cut off any size piece 
and use as needed. 


All of our 
Woax-Free. 


Tack Cloth is Spontaneous Combustion-Proof, 
It's clean and sanitary—there’s no waste. 


Lint-Free and 


Write today for complete information, prices and samples. 


BOND CHEMICAL PRODUCTS CO. 


(Formerly Baughn Chemical Products Co.) 


“The Tacky Wiper Specialists’’ 
2639 N. Clybourn Ave. 


Chicago 14, Ill. 








CUT BULK 


Also Individually Packed in Glassine 
Envelopes — 144 to the Carton 








Already cut and folded, 
ready to use. 
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— A WARRANTY OF SATISFACTION IN EVERY CARTON — 
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There’s an 
INDUSTRIAL WASHING MACHINE 


for every requirement 


To Industrial equipment, washing problems are just 
something else to be ‘cleaned up’. 


This means that whatever the nature of your surface 
preparation needs... volume production, special processes, 
combinations of operations, provision for physical charac- 
teristics of work, space limitations, or what have you... 
Industrial Washing _Machines do it—or can be made for 
the purpose. 





5 Be further informed 
Yi > on what Industrial 
equipment can ac- 

complish for you. 


45 : 
INDUSTRIAL SYSTEMS COMPANY (iE: qscessonaanan 


Exclusive Sales Agents 
for Industrial Washing Machine Corp. 


New Brunswick New Jersey 
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satin finishes produced in American 
practice, which are dull. 

The bright-dipped brass is next plat- 
ed for 10 to 20 minutes in a cold Watt 
nickel solution, during which time a 
0.0002-inch thickness of nickel is ap- 
plied. The bath contains nickel sulfate, 
ammonium chloride, and boric acid. 
The PH is regulated between 5.6 and 
6.2 through the use of pH test paper of 
Japanese manufacture. A brightener 
is employed. The final plating consists 
of a 1-minute plate in a conventional 
chromium plating solution in which the 
sulfate ratio is maintained at 100 to 1, 
and the Baume’ is held at about 21 
The final product much resembles a 
bright dipped surface—yet has the 
usual chromium color together with 
chromium’s resistance to discoloration 

Certain areas of the chromium plat- 
ed cases are sprayed with black lac- 
quer and baked. Such spraying is per- 
formed with the aid of a metal mask 
which restricts the spread of lacquer 
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you 


can rely on 


RANDOLPH 


for prompt shipment 
in any quantity of 


Performance - Proved 
Government Specification 


FINISHES 


Lacquers @ Enamels @ Dopes @ Thinners 
Clear Metal Finishes @ Colored Lacquers 
Clear S.G. for Metal @ Texture Enamels 
Specialized Production Finishes 
Aircraft Finishes 


RANDOLPH 


PRODUCTS CO. 


CARLSTADT, NEW JERSEY 








to those areas on which it should ap- 
pear. 

Other finishing processes, not involv- 
ing finishes on metal, include a patent- 
process used on re- 
flecting prisms, and the coating of 
lenses with magnesium fluoride by 
vacuum vapor deposition. Such a coat- 
ing on the lenses increases their power 
to absorb light-—and hence their speed. 

No effort is spared to produce fin- 
ishes of pleasing appearance and wear 
resistance. Likewise, severe tests are 
employed to perform spot checks of 
finish quality. Samples of chromium 
plate are heated to 400 deg. F. to en- 
sure that the plate adheres to the base 
metal. Anodized aluminum’ sample 
parts are tested for corrosion resist- 
ance in an atmosphere of 80 per cent 
humidity at a temperature of 100 deg. 
F. Such tests, together with the care- 
ful, exacting inspection of all parts of 
the Nikon camera, result in the manu- 
facture of a finished product which is 
outstanding in its performance, and 
possesses an attractive and wear-re- 
sisting finish as well. 
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Rhodium is one of the six platinum group metals. It is 
hard and has an untarnishable brilliant white color. 
In electroplating, it produces beautiful results and is 
widely used for this purpose in jewelry — even pre- 
cious metal jewelry. Its high reflectivity makes it 
excellent for mirrors for motion picture projectors 
and similar purposes. With restrictions upon usual 
plating metals, rhodium is the logical alternative for 
plating optical mounts, contacts for communication 
equipment, radar components, pen and pencil sets 
and a host of like objects. 


Commercial rhodium plating was developed 
in our laboratories. 


(BAKER & CO., INC. 


ita ASTOR|STREET, ew aie 3, N.iJ. 
NEW YORK e SAN FRANCISCO ° CHICAGO 


Let us send you “Directions for Rhodium Plating.’ : 
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Britehoning 
of 
Plumbing Parts 


Effects Large Savings 


Installation of two wet barrels with accessory equipment avoids 
high costs of polishing on cast and screw machine products. 


By HERBERT CHASE 


MONG important jobs _ per- 

formed at the Louisville, Ky., 

plant of American Radiator & 

Standard Sanitary Corporation 
is the finishing of plumbing equipment 
normally produced in large volume. 
Numerous items of such equipment re- 
quire high grade electroplating. Pro- 
cessing that produces a smooth finish 
rapidly and economically, while meet- 
ing the plant’s unusually high plating 
standards, is required. 

Included among the items that must 
be plated are thousands of small brass 
parts of the type shown in Fig. 1. Some 
of these are sand cast, and some are 
produced from brass rod or tube, usual- 
ly on screw machines. 

Experiments made using the barrel 
finishing treatment termed “britehon- 
ing’ (wet tumbling) proved that this 
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processing could produce satisfactory 
results on bulk lots of the brass parts 
at substantial cost savings, hence two 
Model DW-45 two-compartment neo- 
prene lined Roto-Finish barrels were 
installed along with the necessary sup- 
plementary equipment for handling 
parts, and the stone chips needed. 

This equipment has now been in use 
for several months and has demon- 
strated its ability to produce surfaces 
of sufficient smoothness and luster. 
Besides doing britehoning, the same 
barrels are employed for deburring op- 
erations that are effectively done, 
though not commonly considered a 
part of finishing work. 

As Fig. 1 indicates, the parts brite- 
honed are all internally threaded. 
Those done in the largest numbers are 
3g inch caps such as fit over the stem, 
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and screw onto the body of faucets for 
bathroom fixtures and similar applica- 
tions. About 5,000 such caps, 6 pounds 
of No. 100 Roto-Finish Compound, and 
700 pounds of No. 5 limestone chips for 
britehoning constitute the charge for 
one barrel compartment. Sufficient 
water is added to stand about 3 inches 
above the charge, after which the cov- 
er is locked in place and the barrel is 
rotated at about 18 r.p.m. for 17 hours 
during which it 
requires no atten- 
tion. Chips are 
taken from stor- 
age bins, as illus- 
trated in Fig. 2. 

At the end of 
this run, the com- 
partment is flush- 
ed out with water, 
5 pounds of No. 
203 brightener is 


Fig. 2 — Filling a 
hoist pan with brite 
honing chips from a 
storage bin. A l-ton 
electrically operated 
hoist mechanizes the 
operation. 
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Fig. 1 — These parts 
are britehoned in 
Roto-Finish equip- 
ment at the American 
Radiator & Standard 
Sanitar Corpora- 
tion's ouisville 
plant. Some are shown 
before finishing, some 
after britehoning and 
some after the sub- 
sequent plating. 


&) &) added, and the 

charge is run an 

additional 3 
hours, after which the compartment is 
again flushed out and the charge is 
dumped into hoist pans, as shown in 
Fig. 3. Then, each pan is transferred 
by trolley hoist to the shaker, Fig. 4, 
where the charge is run onto a screen 
through which the chips fall into an- 
other pan and the parts, caught on the 
screen, fall into another tote box. A 
water spray is directed on the screen 
to rinse the parts as they are separat- 
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Fig. 4—Separating the load of parts that have 
been britehoned from the chips with which 
they are mixed on a shaker screen under a 
water spray. Chips fall into the pan below 
and parts into the tote box on the shelf 


ed. Parts coming from the screen are 
ready to be racked for plating. 

Two operators devote part of their 
time to loading, flushing, unloading 
and chip separation. When polishing 
and buffing was done by methods pre- 
viously employed, materials cost about 
half as much as the labor. In barrel 
work, material costs run about one- 
fifth of labor costs, the labor for barrel 
tending being mucn below that for 
polishing and buffing, as might be ex- 
pected. 

On '.-inch caps (as opposed to the 
3. -inch size mentioned above) 3,000 in- 
stead of 5,000 per compartment are 
run, but savings are about the same as 
on the smaller size. For the larger nuts 
shown in Fig. 1, the number handled 
per compartment is smaller (about 
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2,500 per compartment for 11',-inch 
lock nuts) but the savings, piece for 
piece, are about the same, percentage- 
wise, as for caps. 

Deburring in this plant with the 
equipment above described has been 
largely on an experimental basis to 

date and has been 
done with the 
same chips used 
for britehoning, 
although it is 
realized that 
harder chips are 
superior for de- 
burring only. In 
Meburrine, 


Fig. 3 — These two 
Neoprene lined bar- 
rels each have two 
compartments. The 
barrel in the back- 
ground is being un- 
loaded into hoist 
pans that are subse- 
quently used for re- 
charging the chips 
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Extra ways fo save 
with Coating 218X 


NOTHING BETTER FOR RACKS... 
y 


Users of Coating 218X know this green plastisol 
can’t be beaten for rack protection They’ve seen 
it stand up in all plating and anodizing baths, 
the toughest cleaners, even vapor degreasing 
cycles. Bumps, abuse, abrasion — all taken with- 
out damage by this flexible, shock absorbing, 
thick coating. In short, it gives them more rack 
protection, with less maintenance, and therefore 
the least cost. 

As on racks, a single application of Coating 
218X will give outstanding protection and elim- = 
inate need for frequent maintenance on: re) ze) eel) ante 134.1 


OR PIPES 





¢ dipping baskets * tank linings 

¢ drain boards * plating barrels 
* conveyor hooks * flexible cable 

* tote boxes * hand tools 

* anode hooks * heat exchangers 


Coating 218X will work for you in more ways 
than one—to save money, equipment, time. Ask us 
about it. 


GOATLIGS or FLAS 


Wade leak Metallic Organic... Decorative otective 


Products of UNITED CHROMIUM, INCORPORATED 


100 East 42nd St., New York 17,N.Y. © Detroit20,Mich. © Waterbury 20,Conn. © Chicago 4, Il. 
Los Angeles 13, Calif. © In Canada: United Chromium Limited, Toronto, Ont. 
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by using ARROW 


I PRE-COLORED 


How much 

could you save 

by eliminating your 

finishing department? 

Why not have Arrow 

furnish you with Pre-coLoreD 
coils ready for roll forming or 
stamping! In fact why not have 
Arrow also do the forming! 


Arrow’s process of continuous strip 
alodizing and color-coating has 
caused a sensation in the field of light 
metals fabrication. Many industries 
are now using ArRow’s PRE-COLORED 
coil with outstanding success. 


Arrow’s baked-on enamel finish in 
all colors on steel and aluminum coils 
is corrosion and scratch-resistant. It 
combines hardness with flexibility. 


Why not investigate Arrow Services! 
We are prepared to handle an order 
of any size—large or small. Our 
engineers will be glad to analyze 
your problems without obligation. 


Our services include: 


Continuous Color Coating 
Alodizing «+ Slitting 
Roll Forming 


METAL PRODUCTS CORP. 
HASKELL, N. J. 
Pompton Lakes 7-1820 
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the typical charge has been about 
2,500 parts, 700 pounds of chips, and 5 
pounds of No. 255 Roto-Finish Com- 
pound. With this charge, a 15-minute 
run usually has been sufficient but the 
time naturally will vary with the work 
and character of burrs to be removed. 
All indications point to increasing 
the number of different parts to be 
britehoned in the equipment described. 
It is anticipated that the installation 
will be considerably increased in size 
when conditions permit a return to 
normal manufacturing schedules. 


Many industries are faced with the ne- 
cessity of finding substitutes for solid 
nickel and nickel-clad materials for con- 
struction of processing and handling 
equipment. The substitution of nickel 
plating conserves nickel, yet provides cor- 
rosion protection with the use of less 
nickel. 








Assure lower- 
cost operation, 
higher oper- 
ating efficien- 
cy and more 
dependable 
service. For de- 
tailed informa- 
tion, send in the 
coupon for Bul- 
letin 20-210. 





THE ELECTRIC PRODUCTS CO. 


o 1741 CLARKSTONE ROAD « CLEVELAND 12, OHIO « 
* NAME : 
TITLE 
COMPANY 
STREET 
city ———zone ES 
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geo SETS UP FOR A SPECIAL JOB 7% 


Continuous Conveyor 


FINISHING SYSTEM 


To meet a stepped-up production schedule for 
Uncle Sam, the Ceco Steel Products Corporation 
of Chicago, installed this DESPATCH Finishing 
System used for cleaning, painting and finish 


baking of airplane landing mats. 


The system comprises a gas heated, 2-stage, Fifty Years Experience 
dip cleaning unit with alkali wash and hot DESPATCH CAN HELP YOU 
water rinse, a paint dip tank and single pass BOOST PRODUCTION 


sign. The oven is gas-fired and operates at a Through 50 years of continuous research and on-the-job 


finish bake oven of bottom entry, “A” type de- 


: x rien Pn ee Cc > 
maximum temperature of 350°F. Material is experience Despatch engineers have been accumulating 


facts and figures on how to give you better, higher pro- 
suspended from cross rods ona continuous con- ; P 

hick ' ducing finishing systems. Today, you benefit by these 
ve w : s ‘ , : 
eyor, ich returns to the loac Ing zone over the years of experience when you call on Despatch to help 
top of the oven. you. Despatch engineers will gladly analyze your re- 
quirements... will plan, select, coordinate and install 
complete Finishing Systems or individual units 


¥ 
Ai Rattles io tbh WRITE OR WIRE TODAY TO DEPT. c. 


° DESPATCH 


OVEN COMPANY 
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Coleman Heating Unit, 
finished in Pittsburgh 
Polychromatic Tan Baked 
Enamel, harmonizes with 
almost any interior deco- 
rating arrangement. 


Coleman Model 492 Trailer heater casings being 
sprayed with Pittsburgh Polychromatic Tan, 
immediately following the bonderizing process. 


PITTSBURGH 


PAINTS e GLASS © CHEMICALS a 
PITTSBURGH LAY 
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Leading Manufacturers 
Of Heating And Air Conditioning 
Equipment Rely Upon 


Pittsburgh Finishes 


Typical of the way in which 
Pittsburgh research and _tech- 
nical staffs work with an industry 
to provide special rr of 


unusual quality and perform- 
ance for its products, are the 
Pittsburgh Finishes developed 
for many prominent Saseuiliie 
turers of heating and air con- 
ditioning equipment. 


The Coleman Company, Inc. 
of Wichita, Kansas, manufac- 
tures heaters for trailers. It uses 
Pittsburgh Polychromatic Tan 
Baked Enamel on the casings of 
these heaters. 


This is a very attractive finish 
with eggshell sheen which adds 
to the appearance of the unit. 


PAINTS 


BRUSHES a PLASTICS 


Being neutral, the color blends 
well with almost any interior 
color scheme. The coating has 
excellent adhesion and provides 
unusual mar resistance at the 
same time that it fulfills the 
moderate heat resistance which 
is required. 

Interiors of these trailer heat- 
ing units are finished with high 
heat-resisting Pittsburgh alumi- 
num finish. 


PITTSBURGH PLATE GLASS CO., 
Industrial Paint Div., Pittsburgh, Pa. 
Factories: Milwaukee, Wis.; Newark, 
N. J.; Springdale, Pa.; Atlanta, Ga.; 
Houston, Texas; Los Angeles, Calif.; 
Portland, Ore. Ditzler Color Div., Detroit, 
Mich. The Thresher Paint & Varnish Co., 
Dayton, Ohio. Forbes Finishes Division, 
Cleveland, Ohio. M. B. Suydam Division, 
Pittsburgh, Pa. 








FREE ADVISORY SERVICE 


Pittsburgh’s broad experience in serving 
many fields may be helpful in solving your 
finishing problems. Write, wire or phone 
the Pittsburgh Paint plant nearest you. 
We'll be glad to have one of our engi- 
neers discuss your requirements with 
you, without cost or obligation. Such a 
call may save you time and money. 





GL A’'3 5 COMPAN Y 
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Fig. 1— (Above, left) Convention 
Chairman Clyde Kelly reads a cable 
from Ezra Blount, editor of Propucts 
FINISHING, at the opening session. 
R. F. Ledford, right, presents greet- 
ings from the Chicago Branch. (Be- 
low, left) Clyde Kelly receives a 
wrist watch from Carl F. Hanson, 
president of the Chicago Electro- 
Platers Institute as this organiza- 
tion’s ‘'Plating Man of the Year.” 
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The Chicago A. E. S. 
Convention and 
Exposition in Review 


Reported by FRANK L. BONEM 


Fig. 2—(Below, left) Edward D. Parker, center, receives the Carl E. Huessner award presented 

for the first time this year. Mr. J. Zeder, vice president and director of engineering, Chrysler 

Corp., made the presentation. (Right) Mrs. Hogaboom draws the lucky ticket for Queen of the 

Convention, while Mrs. M. Longfield, chairman, woman's committee, pins a carnation on 
President C. F. Nixon. 











Fig. 3—(Above, left) Session Chairman Vincent Mattacotti, Milwaukee Plating Company, and 
H. J. Weisner, Bendix Aviation Corporation, who spoke on ‘‘Some Experiences in Heavy Rhodium 
Plating.’’ (Right) Annual luncheon meeting of the International Fellowship Club 
Fig. 4—(Center, left) R. Wysong, Studebaker Corporation, session chairman, introduces Harold 
W. Faint, Industrial Filter & Pump Manufacturing Company. (Right) At the annual Open House 
of the International Fellowship Club, A. P. Munning, president of M.F.S.A., crowns Mrs. M. P. 
Zeitman queen. Her two attendants are Mrs. S. J. Beyer, right, and Mrs. L. Davis, left 
Fig. 5—A buffet supper and dancing, courtesy of the Metal Finishing Suppliers’ Association, Inc,, 
brought the evening ot the first convention day to a successful conclusion 
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Fig. 6—(Left) The delegate from Texas, 

L. Whitmore, Beaumont Plating 

Works, Beaumont, Texas, about to enter 

an educational session, ready for 
action, 
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Fig. 7—(Center, left) W. L. Pinner, Houdaille-Hershey Corporation, session chairman, and H. B. 

Linford, Columbia University, after the latter had presented his paper on ‘Practical Aspects of 

the Atomizer Test (Right) Speaker M. Ceresa, Westinghouse Electric Corporation, and Session 
Chairman R. E. Pettit, Chicago Thrift Etching Corporation 


Fig. 8—(Below) Gerald A. Lux, Oakite Products, Inc., presented a non-technical talk on various 
types of detergents. This session was held in the famous Saddle and Sirloin Club Room in the 
Stock Yards Inn. 











Fig. 19—(Above) Action on the baseball diamond as the West triumphs over the East, 8-7. 
a 
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Fig. 10—(Center, left) M. M. Beckwith, Harshaw Chemical Company, session chairman, and 

R. B. Saltonstall, Udylite Corporation, Detroit, during the discussion period after a paper on 

‘White Brass Plating’’ had been presented. (Right) Frank L. Clifton, General Motors Research 
Laboratories, Detroit, and Fred Brune, Chrysler Corporation, Detroit. 
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Fig. 11 — (Right) Installation of the new 
A.E.S. officers. Right to left: F. J. Mac- 
Stoker, president; Dr. George P. Swift, Ist 
vice president; Dr. Ralph A. Schaefer, 2nd 
vice president; Clyde Kelly, 3rd vice presi- 
dent, and C. F. Nixon, past president 




















12—A view of the Annual Banquet showing the speakers’ table, A.E.S. officers and elder 
statesmen, and other dignitaries. 


The 3rd Industrial 


Finishing Exposition 


Fig. 13—Shot of the center hall of the International Amphitheatre showing some of the machines 
and equipment on display. 





Fig. 14—(Right) The 
booth of the A.E.S. 


Research Committee, 
displaying and ex- 
plaining some of the 
projects now being 
conducted. From left 
to right: R. Wysong, 
Studebaker Corpora- 
tion; W. Warner, Ko- 
cour Company, and & . 
H. J. Weisner, Bendix : ; may tt 


Aviation Corporation. ¥ 
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ALUMINUM: ANODIZING Fig. 15—(Left) Exhibit of the ee 

class of the Immaculata High School whic 

won first prize as the most outstanding 

educational exhibit. The girls had made 

anodizing and dyeing of aluminum their 
senior project 


Fig. 16—(Left) The zinc plating line of the 
C.E.P.1. where visitors could watch the 
actual barrel plating of zinc on souvenirs. 
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Fig. 17—(Right) A view of some of the +. te : 

branch exhibits which showed the great A 

beauty and high workmanship attained by 
today’s platers 

















Protection of Steel Against 


Atmospheric Corrosion 


ENERAL principles to be considered in 

the protection of structural steel against 

atmospheric corrosion have been made 

clearer as a result of recent :nvestiga- 
tions of the Corrosion Committee of the British 
Iron and Steel Research Association and its 
Protective Coatings Sub-Committee. Dr. J. C. 
Hudson, Head of the Corrosion Laboratory, in 
discussing the recu!ts of these studies! in ‘‘The 
Journal of the Iron and Steel Institute,”’ stated 
that the three factors essential for success in 
the protection of steel by painting are: prope} 
surface preparation; suitable painting schemes; 
good painting procedure. Practical considera- 
tions involved in application of the various pro- 
tective systems were presented by W. A. John- 
son, Development Engineer, The United Steel 
Companies, Ltd., Rotherham. 

The principle underlying all methods of pre- 
venting the corrosion of metals by the atmos- 
phere consists of covering the surface of the 
metal to be protected with a layer of material 
that is more resistant to atmospheric attack 
than the metal itself. Paint is mainly used to 
keep the corrosive elements from reaching 01 
making contact with the steel. Initial or prime: 
coatings are formulated with corrosion inhibit- 
ing qualities. Besides insulating qualities, paint 
must also have adhesive qualities in order to 
become a part of the metal under the conditions 


By DR. ALLEN G. GRAY 


A Monthly Digest 
of Current Teclini- 
cal Progress Indi- 
cating Significant 
Trends and Devel- 
opments in the Fin- 
ishing Industry 











COSMOLINE COATED GUN 


COMPLETELY DEGREASED 
IN LESS THAN 4 MINUTES 


Four 20 mm. guns BEFOR | | Guns are raised from 
heavily coated E the degreaser ina 
with Cosmoline clean, dry condition, 


are lowered into 4 ready for subse- 
the degreaser. quent operations. 


WITH A PHILLIPS Zecdcevaror DEGREASER 


Here was a really tough metal cleaning problem. Cline Electric 

Mfg. Company, Chicago, had to remove Cosmoline from a large 

quantity of 20 mm. guns before going ahead with modification oper- 

ations on the guns. Estimating that other cleaning methods would 

take about 2 hours per gun, Cline purchased a Phillips electric 

batch-type degreaser to handle the job. Asa result 

sixteen guns are being 5 ein per hour at a WWW 

savings of 85% on cleaning costs per gun. Cline SEND FOR YOUR 

FREE COPY OF 

reports that the degreasing operation thoroughly NEW 

prepares each gun for subsequent operations. [PE wustearen 
Here is another instance of how meattipe A DEGREASER 

degreasers cut manufacturing costs through faster, 

more thorough, more economical metal cleaning. 

If you have a degreasing problem, check with 

Phillips. Our engineers will be glad to recommend 

the right machine for your job from Phillips’ 

complete line of standard degreasers. 


/ 3457 TOUHY AVENUE ° CH!ICAG 45, ILLINOIS 
[Phillips MANUFACTURING COMPANY 
a 





ENGINEERED METAL CLEANING EQUIPMEN]I 
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Table I 





EFFECT OF SURFACE PREPARATION ON THE DURABILITY OF 
PAINTING SYSTEMS FOR STRUCTURAL STEEL 


Durability, years 


4-Coat Scheme 
(2 coats of red lead 
paint and 2 coats of 
red iron oxide paint) 


Surtace Preparation ye 


(2 coats of red iron 
oxide paint) 








Intact millscale 

Weathered and wirebrushed 

Pickled 

Sandblasted ] 





* Indicates that at the most recent inspection the painting scheme had not failed on all 
the surfaces concerned. 


(Based on data reported by Dr. J. C. Hudson in ‘The Journal of the Iron and 
Steel Institute’’) 














of use. Well chosen metallic coatings 
have a marked natural resistance to 
breakdown. 

According to Dr. Hudson, research 
has shown that surface preparation is 
one of the most important single fac- 
tors influencing duration of protection 
afforded to structural steel by a paint- 
ing system. The data in Table I illus- 
trates the magnitude of the differences 
that may result from the use of dif- 
ferent surface preparation procedures. 
These relate to two different painting 
Systems applied to a range of struc- 
tural irons and steels exposed outdoors 
in an industrial atmosphere. The short- 
est duration of effective protection 
was observed when the paints were ap- 
plied to weathered surfaces. The useful 
service in these cases was roughly five 
times shorter than that obtained when 
the surface was descaled by sandblast- 
ing. Although the service life of paint- 
ing systems applied over intact mill- 
scale was considerably greater than 


' J. C. Hudson and W. A. Johnson Journal of 
The Iron and Steel Institute, Vol. 168 (June 
1951) 
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that of coatings applied over a wea- 
thered surface, they were appreciably 
inferior to painted descaled surfaces, 
whether prepared by pickling or sand- 
blasting. 

Dr. Hudson explained these striking 
differences by references to Fig. 1. 
Paint applied over intact millscale may 
have a long life, but there is always the 
danger that the millscale will lift lo- 
cally at weak points and carry away 
the paint film with it (Fig. la). Figure 
1b illustrates a surface after weather- 
ing and wirebrushing. In this case, 
pieces of millscale, interspersed with 
areas of rust are left on the steel sur- 
face. The paint fails at the boundaries 
of the millscale, which is pushed up 
by rust creeping beneath it. Tests have 
shown that the points of failure of 
paint applied over a weathered surface 
correspond with the boundaries of the 
areas millscale left on the steel at the 
time of painting. 

If the millscale is entirely removed 
by weathering (unlikely in actual prac- 
tice), rust remains on the surface and 
becomes trapped under the paint film. 


July, 1952 














Finer finish... longer product life 
with Centerless Brushing 


. . 
This machine does double duty. For removal of metal to close 


tolerance, it is a centerless grinder. Then, for finishing the surface to micro- 


smoothness it is a centerless brusher. Its conversion takes only a few minutes. 
In the operation shown above, nickel-moly steel rods for pumps, are 
being finished by an Osborn Fascut Brush. Prior to brushing, the same 
machine with a grinding wheel in place of the brush made a rough grind, 
taking off .006 inch, and a finish grind, taking off .002 inch. Results of the 
Centerless Brushing: Produces a smoother finish. Reduces wear in pump 
packing. Reduces corrosive action on rods; makes them last longer. 


An Osborn Brushing Analyst helped develop this improvement. Ask 
your OBA to help you on all problems of cleaning and finishing! Call him 
today or write The Osborn Manufacturing Company, Dept. 764, 5401 Hamilton 
Avenue, Cleveland 14, Ohio. 


Osbou Brushed) 


OSBORN POWER, MAINTENANCE AND PAINT BRUSHES AND FOUNDRY MOLDING MACHINES 
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THE SET-UP. This shows the centerless 
grinding machine which also serves as 
a “centerless brusher’. These pump 
rods vary from 1's in. to 12 in. diameter 
... from 6 ft. to 36 ft. in length. Regus 
lating wheel speed is 52 r.p.m. 


ANOTHER JOB. Here Centerless Brush- 
ing finishes cast iron pistons to micro 
smoothness. Simplifies assembly opera- 
tions and increases life of pistons and 
cylinders. Output of this machine is 
10,000 pieces per 8 hours. 


TYPICAL PARTS which are being im- 
proved by Centerless Brushing include 
pistons, piston pins, bushings, tubing 

. any cylindrical parts. It can be 
applied to many sizes of parts and types 
of material on a mass production basis. 
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Dr. Hudson pointed out that although 
rust is less harmful than millscale, 
nevertheless, it is apt to lead to failure 
of the paint coating. This is because 


Millscale 


a) Paint film 





Pd 


Steel base 























Fig. 1—Effect of surface preparation of steel 

on paint performance: (a) intact millscale; 

(b) broken millscale and rust; (c) rust only, 

no millscale; (d) rustfree, descaled surface. 

(Ilustration courtesy ‘Journal of the Iron and 
Steel Institute’) 


the rust consists essentially of var- 
ious oxides and hydroxides of iron, 
which react gradually with moisture 
and oxygen diffusing through the 
paint film. As a result, the rust ex- 
pands giving rise at first to a fine blis- 
tering of the paint. film. However, if 
the amount of rust is not too great 
and if the properties of the paint sys- 
tem are good, rupture of the paint film 
may not occur. This form of surface 
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preparation is not to be recommended 
and in many practical cases it has 
caused premature failure. 

When paint is applied to steel im- 
mediately after it has been freed from 
millscale by pickling or blasting, there 
is no rust or millscale beneath the paint 
film and the maximum life of the coat- 
ing is realized. Dr. Hudson pointed out 
that research has shown that varia- 
tions in the descaling process are of 
secondary importance, provided the 
process ensures the application of the 
priming coat of paint to a perfectly de- 
scaled and unrusted surface. 


Grit Blasting 


Practical methods for removing 
millscale from steel are of two kinds 

-physical and chemical. Physical 
methods include grit and sandblasting 
which remove the scale without produc- 
ing much actual loss of steel. To obtain 
the best results from blasting proces- 
ses, care must be taken to choose the 
correct operating conditions. First, the 
size and shape of the blasting particles 
should be correctly chosen in relation 
to the work in hand. For example, 
when cleaning badly rusted steel the 
use of too coarse grit may fail to re- 
move the rust from the pits in the sur- 
face, which are merely bridged by the 
particles. Also the blasting pressure 
should be correctly adjusted; too much 
surface roughness, resulting from a 
too high pressure, may result in waste- 
ful use of paint if adequate cover is to 
be obtained. 

Work is in progress in the United 
States on blasting processes under the 
auspices of Sub-Committee TP-6G, 
Surface Preparation for Organic Coat- 
ings, of the National Association of 
Corrosion Engineers, Mr. A. J. Lieb- 
man, chairman. At the New York Uni- 
versity, College of Engineering, Second 
Symposium on Varnish and Paint 
Chemistry, Mr. Liebman, Research 
Engineer for the Dravo Corporation, 
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Here’s the quick easy way to get rich, lustrous, hammered-finish effects 
— without hammering— without special spray equipment or methods! 

Sherwin-Williams Dimenso” One-Coat enables you to give ordinary, 
flat metal surfaces beautiful three-dimension hammered effects with 
a single coat, with conventional spray equipment. Dimenso One-Coat 
relieves the monotony of large, plain surfaces . . . can be air-dried 
or baked .. . provides a finish of great depth and brilliance. Or, by 
adjusting method of application, deep opalescent effects can be 
obtained with the same material. 

Dimenso One-Coat is one of a complete line of industrial quality 
product finishes available through Sherwin-Williams Branches in 
all principal cities. 

Ask for a copy of descriptive brochure D-506 from your local 
Sherwin-Williams Branch, or write The Sherwin-Williams Co., 
General Industrial Division, Cleveland 1, Ohio. 
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Cut corners on 


Weld Blending! 


Here’s how one man and a Haskins Flexible 

Shaft Machine can help you cut corners— 

save money on your weld blending opera- 

tions: 

— Because you handle only a light handpiece 
—not a heavy motor—Haskins equipment 
makes fast work of the roughest welded 
joints—at surprisingly low labor costs. 

—Multi-Speed countershaft drive allows 
selection of proper speed for all classes 
of work 

—Higher speed grinding means a smoother 
joint—for better appearance, less strain 
at the seam. 

—Full line of accessories includes drum and 
disc sanding heads for finishing welds on 
flat surfaces, corners, fillets—wherever a 
fine seam is required. 

There’s a unit to meet your specific needs 

... do your job faster and more economi- 

cally. Your choice of mounting—bench, 
pedestal or overhead—in a wide power 
range. Write today for 

complete _—— and 

prices. R. Haskins 

Co., 2643 i Harri- 

son, Chicago 12, IL. 


FLEXIBLE SHAFT EQUIPMENT 
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| severe operational stresses or 


' presented some of the important as- 


pects of surface preparation techno- 
logy. Because of improper surface pre- 
paration many metal items corrode 
years before the paint has outlived its 
useful life. The contact condition of 
the coating is often more important 
than the coating itself. 

According to Mr. Liebman, the ave- 
rage paint manufacturer will specify 
or prefer a scale-free and a blast- 
cleaned or chemically etched surface 
anytime before he will select a surface 
covered with millscale. Since metal 
surfaces will vary in condition from 
good, to millscale encrusted, to heavy 
rust, the cost of proper surface pre- 
paration may run from 10 to 90 per 


| cent of the total cost of the job. In 
| some cases economics may dictate 


against a blasted surface. If the prod- 
uct does not have to operate under 
under 
surface impacts and excessive vibra- 
tions, there is no reason why paint can- 


not be applied to metal after all rust 
and loose scale products are removed 
| and surface properly wiped with clean 
| rag and solvent. Here, the selection of 

a primer or coating with proper sur- 
face wetting and adhesion character- 
istics becomes important, since little 


or no surface cavity anchor is avail- 
able for deep bonding, and the resili- 
ency of the coating cannot be improv- 
ed by an anchor reinforcement creat- 
ed by pickling or sandblasting. 

On another occasion’, Mr. Liebman 
pointed out that two major factors en- 
ter into the assembly between paint 
and metal, mainly, the molecular at- 
traction between paint and metal; 
secondly, the “keying” of paint to 
metal which is called mechanical 
bonding. Microscopic examination has 
shown that unless a metal has been 
completely compacted at the interface 


An address before the New York Paint and 
Varnish Production Club, May 3, 1951, as re- 
ported by ‘“‘Chemical and Engineering News.” 
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Listen to what Kenneth FE. Sutton, manager 
of manufacturing, MONOWATT Depart 
ment of General Electric Company, Provi- 
dence, Ro LL. has to sav about Stevens 
plating equipment 
“Adequate equipment, properly engi- 
neered, makes specification plating an or- 
dinary production process. We have found 
our complete unit of Stevens equipment 
plating barrels, semi-automatic — plating 
tanks. wash tanks and plating solutions 
very satisfactory in meeting the rigid re- 
quirements of our cadmium plated die-cast 


and machined aluminum parts. These parts 


are used in our line of Ordnance and AN 
Connectors which we supply to many prime 
contractors 

Here is another Stevens customer who 
has found the name Stevens a magic one 
in metal finishing operations. Your pro- 
duction both for defense and civilian 
applications, will be speedier and more 
economical in the long run with Stevens 
machines and materials on the job. Get 
the complete Stevens story from your 
nearest Stevens representative or write 
direct for full information, both general 
and specific. There’s no obligation 


METAL FINISHING EQUIPMENT AND SUPPLIES SINCE 1883 


FREDERIC B. STRVEN 
DETROIT 16, MICHIGAN 
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and ground or rolled perfectly smooth, 
there will be in most cases a combina- 
tion of molecular attraction and me- 
chanical bonding. It has been found 
best to have both tie methods present, 
provided the depth of the ‘ mechanical 
anchor” is held to one mil for each 
three mils of paint. The mechanical 
anchor can be produced by various 
sand or shot blasting methods. This 
also serves to normalize many non- 
uniform conditions in the metal sur- 
face such as stresses due to welding 
and forming. Mr. Liebman recommend- 
ed that after compaction with sand or 
shot blast, the surface should be re- 
laxed by means of an acid treatment, 
such as dilute phosphoric acid. 
Another point brought out by Mr. 
Liebman before the New York Uni- 
versity Symposium was that the wet- 
ting strength of a paint can be mis- 
placed on a surface that was apparent- 
ly properly prepared but carelessly in- 
spected before the paint was applied. 


In some cases surfaces have been pro- 
perly prepared by sandblasting, yet an 
active accumulation of sand and cor- 
rosion dust on the surface prevented 
proper surface wetting and adhesion 
of the primer coating. Such dust will 
act like the surface itself and attract 
a considerable percentage of the first 
coat’s wetting strength. What may be 
left is insufficient to wet the much in- 
creased surface area of the blasted sur- 
face. A poor surface bond and early 
paint failure can easily result because 
of a dust deposit that took a value from 
the paint that should have gone to the 
metal. 

A sandblast pattern should be uni- 
form for best end results. Non-uniform 
and impure blast sand produces cavi- 
ties on a metal surface. On atmos- 
pheric exposure the cavities will trap 
chemical products. Also, the edges of 
the cavities generally receive less paint 
than does the more uniform surface. 
On underwater exposure turbulences 




















A Strippable Plastic for 
the Protection of Metals 


Striplastic is a protective plastic applied 
by spraying, dipping or rolling. It is 
used on stainless steels, high polished 
metal sheets, sheets in cold working or 
drawing, tools, dies and parts, and on 
sheets or metal parts before packaging. 
It protects against scratching and abra- 
sion, and against rust. Also available as 
a booth coat protection. 


THE 
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Among many advantages, it is non- 
toxic, possesses great tensile 
strength and is easily stripped off 
in one piece. Write for complete 
information on this new strippable 
plastic. 


COMPANY 
10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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Experience, not guess work, is the basis for the 
success of Wallace & Tiernan’s alkaline chlorination 
installations for cvanide waste treatment. 


CHLORINATION KNOW-HOW 

Alkaline chlorination — now accepted as 
standard cyanide waste treatment practice in 
the metal finishing industry — oxidizes cyanides 
by chlorination at controlled pH values. It is 
effective and economical when properly applied. 
Since no two cyanide waste problems are the 
same, the method of applying alkaline chlorination 
varies. Based on its experience in over 100 
such installations, Wallace & Tiernan is 
prepared to suggest the proper equipment 

to suit your particular plant. 


W&T AUTOMATIC CONTROL 

The precision chlorinators for which Wallace & 
Tiernan has been known for thirty-nine years 
have been combined with newly developed 
instruments to make possible the automatic 
control of alkaline chlorination treatment — an 
assurance that cyanides are destroyed — 

and at minimum chemical costs. 

Eliminate guess work on your cyanide waste 
disposal — write today for further information. 


WALLACE & TIERNAN 


COMPANY, INC. 


CHLORINE AND CHEMICAL CONTROL EQUIPMENT 
NEWARK 1. NEW JERSEY © REPRESENTED IM PRINCIPAL CITIES WaT P 
rogram 


Controlled 
Chlorinator 
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may produce greater surface wear and 
an earlier coating breakdown at the 
cavities. A good rule is that the active 
blast pattern should not exceed in 
depth one-third the thickness of the 
coating. Good coating bond, resilience 
and added coating life are contributed 
by a good uniform anchor. 


Flame Cleaning 


According to Dr. Hudson, flame 
cleaning, first used for the preparation 
of structural steel for painting about 
10 years ago, has been shown to be 
advantageous and effective when ap- 
plied to suitable work. This process, il- 
lustrated in Fig. 2 consists of direct- 
ing the intense flame of an oxy-acety- 
lene torch on to the surface of the 
steel. For flat surfaces a row of small 
brush-like flames issuing from multi- 
ple burners is used. This is moved 
across the surface with a receiprocat- 
ing action at a forward speed of about 
10 ft./minute. The effect of the flame, 
which impinges on the surface at an 
angle of about 45 deg., is twofold; it 
causes all loose millscale to flake off 
and any rust on the surface is strongly 
dehydrated. 
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Fig. 2—Flame clean- 
ing in operation. 
(Photo courtesy Dr. J 
C. Hudson Head, 
Corrosion Labora- 
tory, British Iron and 
Steel Research 
Association) 


After the pas- 
sage of the flame, 
the surface is 
thoroughly wire- 
brushed to re- 
move any remain- 
ing loose millscale 
and rust. The 
priming coat of 
paint is applied 
shortly after- 
wards while the 

steel is still warm. This prevents con- 
densation of atmospheric moisture on 
the surface and has the advantage of 
expediting the drying of the paint. 
In discussing the practical aspects 
of flame cleaning, Mr. W. A. Johnson, 
The United Steel Companies, Ltd., 
pointed out that this method will satis- 
factorily clean weathered, unpainted 
steel but will not remove firmly bonded 
millscale from freshly rolled steel. 
When reconditioning existing struc- 
tures, the average labor charges gen- 
erally account for about 40 per cent 
of the total cost of flame cleaning. 
The method does not lend itself to 
mechanization which would be one 
way of lowering its cost. Also, the ne- 
cessity for thorough wire brushing 
subsequent to the passage of the flame 
over the steel also lessens the attrac- 
tiveness of the process. According to 
Mr. Johnson, compressed air sand and 
grit blasting by hand methods tend to 
be somewhat cheaper than flame clean- 
ing, especially for cleaning new steel 
and they are generally more effective. 


Pickling 


If pickling is to be used for surface 
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HOW TO MAKE FRIENDS 


AND INFLUENCE ae PEOPLE 


in favor of your quality- finished, enultes products 


You can make an attractive, quality finish on your products pay off even 
more. Provide an added sales plus ... an added sales clincher .. . by finish- 
ing with Sherwin-Williams Custom Finishes and identifying the finish with 
the Sherwin-Williams name and trademark. Thus, you contribute the added 
sales appeal of the best known name in finishes. No other symbol in the world 
says ‘This is a quality finish!’ to so many people, so quickly, so emphatically. 
Sherwin-Williams identification aids—tags, seals and decals—are avail- 
able to users of Sherwin-Williams quality product finishes. They offer an 
excellent opportunity to further capitalize on the inherent advantages of 
these outstanding materials. Tags may carry your own individualized 
message on the reverse side to support your own sales or service program. 
Ask your Sherwin-W illiams Industrial Representative for 
details, or write The Sherwin-Williams Co., General Indus- 

trial Division, Cleveland 1, Ohio. 


_— = a 
Another Product of : 
Sneawin-Wittiams 


“Tey SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 
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Table II 





FORMULATION OF PRIMER PAINTS USED IN TESTS ON STRUCTURAL 
STEEL WORK 





Pigment 


Weight, % 
Paint No. 


316 306 





Basic lead chromate 
Basic lead sulphate 
Red lead 

White lead 

Zinc chromate 


Zinc oxide 
Extender (Asbestine) 20 


20 
60 60 Deke 
20 20 20 








(Courtesy ‘Journal of the Iron and Steel Institute’’) 








preparation, Mr. Johnson stated that a 
2 per cent phosphoric acid dip is fre- 
quently used after the pickling acid 
treatment. Typical practice is to 
Pickle in 5 per cent sulfuric acid at 
140-149 deg. F. followed by a water 
wash at the same temperature, and 
the phosphating dip at 80-85 deg. F. 
In some cases, plates and sections are 
fabricated, pickled, and while still 
warm are painted with a _ selected 
primer. The materials are shipped, 
transported to site, and erected, and 
then finally painted. 


Priming Paints 


Quality of protective power should 
be the first criterion governing the 
choice of paints. Dr. Hudson pointed 
out that the best results are obtained 
when the priming paint applied to the 
steel surface is pigmented with ma- 
terials that repress the tendency of 
iron to corrode. -Red lead, white lead, 
and basic lead sulfate, and the chro- 
mates of lead and zinc, are examples 
of inhibitive pigments. Dr. Hudson 
stressed the fact that a paint contain- 
ing a mixed pigment will often prove 
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superior to one containing but a single 
pigment. With red lead, the judicious 
addition of extenders, up to 20 per 
cent by weight, may have a beneficial 
effect on the ease of application and 
the stability of the paint, without 
seriously impairing its protective 
value. However, too much dilution of 
the inhibitive pigment may have a 
harmful effect on the protective prop- 
erties of the paint. 

Based on comparative exposure tests 
of nearly 200 priming paints for struc- 
tural steel work, Dr. Hudson gave the 
formulation of the six paints in Table 
II as being among the most effective. 
Exposure tests were conducted in both 
industrial and marine atmospheres. 
These paints vary only in their pig- 
mentation; in all cases except paint 
No. 300, the medium was a blend of 
linseed stand-oil (30 poise) with alkali 
refined linseed oil in the proportion of 
two parts to three parts by weight. The 
medium of paint No. 300 consists of 
equal parts of acid-refined linseed oil 
and pale boiled linseed oil. Although 
Dr. Hudson indicated that it was diffi- 
cult to make a choice between the six 
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...to make sure of 
longer lasting finishes 
for even the toughest conditions 


use PELRON Phoscote 299 


The road sign above will say ONE @ MEETS REQUIREMENTS OF 
WAY longer, no matter what the GOV'T. SPEC. JAN-C-490 
weather, if it’s been properly cleaned CLEANS AND PHOSPHATES IN 
and phosphatized before painting. ONE OPERATION 

“One way” to make sure is to use MORE ECONOMICAL 
PELRON Phoscote combination SPEEDS UP PRODUCTION 
cleaning and phosphatizing agent. It PRODUCES A COATING WEIGHT 
provides a better phosphate base for UP TO 200 mg. PER SQ. FT. 
long lasting finishes at lower cost to 

you. Also many other phosphating 

chemicals available to meet special eiuase ane eee Seer es 
requirements. Get a recommendation FOR ALL TYPES OF 


CLEANING AND 
, Ie > Se 1e av 
from your Pelron representative today. PHOSPHATING JOSS. 


ELRON 


CORPORATION 


INDUSTRIAL OILS AND CHEMICALS 
FOR BETTER PRODUCTION AT LOWER COST 























7740 W. 47th Street Lyons, Illinois 
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Table III 





FORMULATION OF VARIOUS FINISHING PAINTS THAT HAVE BEEN 
USED FOR STRUCTURAL STEEL WORK 





Corrosion 
Committee* 


Weight, %o 

S. 
onal 
Bureau 


U. 

Dutch ? 

Corro- Nati 

sion pa 

— Stand- 
ards 


Swedish Corrosion 
Commit- 
tee* 





Pigment 
Aluminum powder 
Chromium oxide 
Micaceous iron ore 
Red iron oxide (76% Fe:Os;) 
White lead 

Medium 
Raw linseed oil 
Refined linseed oil 
Boiled linseed oil 
Linseed stand-oil 
1/3 tung-linseed stand-oil 
Spar varnish 

Thinners 4 


Driers 3 


* Figures refer to unthinned paints. 
brushing consistency. 


Thinning may be necessary to produce a suitable 


+t The addition of 2% of liquid driers is recommended. 


“40 
. . 22 
BR fue cal 2 








(Courtesy ‘Journal of the Iron and Steel Institute’’) 








paints, he expressed the opinion that 
paint No. 321, pigmented with red 
lead, white lead, and asbestine, might 
prove the most useful for all around 
service. 

Finishing Paints 


The main function of a finishing 
paint is to protect the priming paint 
and to enable it to exert its inhibitive 
effect on the steel for the longest pos- 
sible time. Although inhibitive pig- 
ments are not necessary in a finishing 
paint, it is essential that it should be 
highly impermeable to atmospheric 
moisture and gases and as resistant as 
possible to weathering. It is very im- 
portant that any painting system be 
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studied and formulated as a whole; it 
is not good practice to bring together 
an indiscriminate collection of coats 
of paints of various types, regardless 
of how good each coat may be indi- 
vidually. 

Tests of the Corrosion Committee 
of the British Iron and Steel Research 
Association and of other organizations 
have demonstrated that finishing 
paints pigmented with red oxide of 
iron, white lead, aluminum powder, or 
micaceous iron ore and bound with lin- 
seed oil media, particularly of the 
stand-oil type, give good performance 
when applied over inhibitive priming 
paints such as red lead. Typical for- 
mulations that have given good results 


July, 1952 














Two fan sizes: 18 inch and 24 inch, 
capacities from 2000 cfm to 6400 
cfm. Overall height 552 inches, 
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PEDESTAL FAN 


(industrial Type) 





Available for Prompt 
Shipment From Stock 


Place this versatile 

fan in the most effec- 
tive spot to deliver a gentle breeze or a brisk wind 
for a variety of uses. Safety guards front and rear 
with totally enclosed motors to meet State Indus- 
trial Safety Code Requirements. Bolted construc- 
tion simplifies shipment, assembly and storage. 


Write for Salletine 
FANS © BLOWERS © UNIT HEATERS © MAKE-UP AIR UNITS © HEAVY DUTY HEAT SURFACE 


Mh. yl THE NEW YORK BLO WER COM PANY 


FACTORY, LAPORTE, INDIANA 
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in exposure tests were summarized by 
Dr. Hudson in Table III. For some in- 
dustrial purposes tars and bituminous 
paints are a useful alternative to oil 


4 





Fig. 3—The speed of spray painting assists in 
getting a finish on this LCT vesel 
(Photo courtesy The DeVilbiss Company 
Toledo 1, Ohio) 


paints for the protection of structural 
steel work. As a rule, they are best 
used as finishing coats over an inhibi- 
tive primer. The primer coat should be 
allowed to dry thoroughly before the 
tar or bituminous paint is applied in 
order to avoid lack of adhesion be- 
tween the two coats. 

In emphasizing the importance of 
good painting conditions, Dr. Hudson 
stated that to obtain the best results, 
all painting should be carried out when 
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the air is reasonably warm, in the 
neighborhood of 60 deg. F. or higher 
and when the relatively humidity is 
below 80 per cent. It is good practice 
to see that new steel work receives at 
least its initial priming coat of paint 
under conditions in the shop. 
Spray painting and brush painting are 
used for applying coatings to struc- 
tural steel work. The suitable choice 
of these methods depends on the na- 
ture of the work and the prevailing 
conditions. Spraying is generally the 
quicker method and on the whole 
yields a more uniform coating with 
the normal type of paint. Spray paint- 
ing assists in getting a wartime finish 


on the LCT ship shown in Figure 3. 


good 


The finish coat should be applied be- 
fore the primer coat becomes dusty 
and dirty with oil and grease marks 
and otherwise damaged by shop hand- 
ling. It is important that the proper 
thickness of finish coat be applied to 
make the system as impervious as is 
possible and to set up coating strength 
for atmospheric, chemical or abrasion 
resistance. The finish coat is intended 
to act as a sealer; the more impervi- 
ous this finish coat seal is, the better 
will be the ultimate protection offered 
to the underlying surface, provided the 
coating establishes a satisfactory bond 
with the underlying primer coating. 
Finish coats should be applied to ob- 
tain a sufficient thickness to prevent 
any detrimental leakage through the 
finish paint. Dr. Hudson suggests that 
for best results no steel structures 
should go into service carrying a paint 
film less than 5 mils thick. The priming 
coat should be of adequate thickness, 
of the order of 1.5 mil, so as to cover 
the natural roughness of the steel sur- 
face. Thicknesses can be controlled by 
paint viscosity, spray equipment, and 
so on: however, film thickness should 
be checked with suitable paint thick- 
ness gages. 

A new test panel which is stated to 
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PACKER-MATIC 
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To boost vital jet aircraft production jet blades» 
like the one above, are being produced faster than 
ever before because of the speed and efficiency of 
Packer completely-automatic buffing machines. 
Packer-Matics specially-designed to do this one 

job are finishing at a high rate of production, to 
exacting specifications, without a single finishing 

reject. Packer machines are also hard at work 

buffing, grinding, or de-burring reciprocating en- 
gine parts for planes, tanks, and vehicles, casings 

for shells, and many more items essential to de- 

fense. If higher finishing room production can 

help you, whatever you make, write today for 

more information about the versatility of contin- 

uous, indexing, or straight-line Packer-Matics: 

the Packer Machine Company, 400 Center St., 

Meriden, Conn. 


PACKER-MATIC 


AUTOMATIC MACHINES FOR BUFFING @ POLISHING e DEBURRING e GRINDING 
THE PACKER MACHINE COMPANY @ MERIDEN, CONN. 
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cut paint evaluation time under out- 
side exposure conditions has recently 
been described by Kenneth Tator, Ken- 
neth Tator Associates, in ‘Chemical 
Engineering” (Oct. 1951). The new 
KTA test panel is said to provide a 
breakdown of coating performance 
over various types of surface irregu- 
larities and to give more reliable cor- 
relation between panel and actual use 
performance. It also gives information 
on some of the physical characteristics 
of coatings which account for their 
performance behavior. 

It is reported that types and se- 
quences of coating failure found on 
this test panel have accurately pre- 
dicted the type and sequence of failure 
in actual use. Surface characteristics 
which promote early paint failure and 
which are commonly encountered on 
or in the surface of steel structures are 
incorporated in the design of this 
panel. It includes sharp and rounded 
edges, projections, rough welds and 


spatter, pits, crevices, inside and out- 
side corners, and moisture and soilage 
pockets. By observing those points on 
the panel which remain protected and 
those which cause early failure each 
coating may be classified in respect to 
its wetting, penetration, continuity, 
permeability. These characteristics are 
often useful in formulating improved 
coating systems. 


Metallic Coatings 


The choice of metallic coatings for 
use on heavy structural steel work is 
limited by several practical considera- 
tions. An investigation of five coating 
metals regarded as suitable for use on 
heavy structural steel, namely, alu- 
minum, cadmium, lead, tin, and zinc 
and some of their alloys, was begun in 
1940 by the Protective Coatings Sub- 
Committee. The coatings were exposed 
in various localities. At the end of the 
first five years of exposure certain 
conclusions were reached; 


DRUM AND BARREL 
HANDLING EQUIPMENT FOR 
QUALITY, PRICE & SERVICE 





No. 44 $36.20 No. 10 $20.70 








MORSE MawvacTueNe ca WC. 
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125 Dickerson Street 
Syracuse 2, N. Y. 
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LIQUID ENVELOPE 


PEELABLE PROTECTIVE PLASTIC FILM 


Keep your booths firesafe this labor-saving way: 


1. Scrape down and spray on “LIQUID ENVELOPE” with your 
regular spray-equipment. 

2. When overspray accumulates, break “LIQUID ENVELOPE’ 
skin and peel off in great, big pieces. Re-spray. 


That's all there is to it! You save labor . 


. . promote fire satety... 


get better illumination. Costs less than outmoded hand-scraping or 
grease-papering. Order 5 gallon Test-Sample at the Drum Lot 
price. Hundreds of smart operators have! 


BETTER FINISHES & COATINGS, INC. 


268 Doremus Ave., Newark 5, N. J.* 122 E. 7th St., Los Angeles 14, Calif. 





Aviation Lubricants Co., San Diego, 


Calif. 
General Spray Equipment Co., 
Boston, Mass. 


Bay State Spray Equipment Co., 
Springfield, Mass. 


Lea Manufacturing Co., Waterbury, 


Conn. 

Edgcomb Steel of New England, 
Milford, Conn. 

Kellermann Paint Co., 
New York 

Grapek Paint Co., Newark, N. J. 
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New York, 


DISTRIBUTED BY 

H. J. Gettemuller Co., Inc., 
Baltimore, Md. 

R. W. Renton Co., Cleveland, Ohio, 
Indianapolis, Ind. 

Supplee-Biddle-Steltz Company, 
Philadelphia, Pa. 

Dean & Barry Co., Columbus, Ohio 

Vic Miner Co., Toledo, Ohio 

Abrasive & Supply Co., Detroit, 
Mich. 

Melson Industrial Supply Corp., 
Grand Rapids, Mich. 

O'Donohue Sales Co., 
Wisconsin 


Milwaukee, 


Paints & Lacquers, Inc., Chicago, 
Iinois 

Tanner & Co., Indianapolis, Ind. 

Metal Goods Corp., St. Louis and 
North Kansas City, Mo.; Dallas 
and Houston, Texas; Denver, 
Colo.; New Orleans, La.; Tulsa, 
Oklahoma. 

Hubbard & Stau, Los Angeles, Calif. 

The Plastic Paper Co., Los Angeles, 
Calif. 

C & H Supply Co., Seattle, Wash. 

Hugh Russel & Sons, Ltd., Montreal 
and Toronto, Canada 
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Fig. 4—A bank of metal spraying nozzles for 
mechanical metal spraying 
(Photo courtesy “Journal of the Iron and 
Steel Institute.’’) 


(1) As a coating metal, zinc has the 
advantage that it can be applied by 
several different processes, namely, 
cementation, electrodeposition, hot 
dipping, and spraying. A _ coating 
thickness of 3 mils, which is about 2 
0z./sq. ft. of zinc, was found to be nec- 
essary to protect steel for 5 years in 
an industrial atmosphere; in rural o1 
marine atmospheres the life of such 
a coating would probably be longer. In 
general, coating life is determined by 
the coating weight and the process of 
application has a relatively minor ef- 
fect. 

(2) Sprayed aluminum coatings 
were found to give good results. A 
coating 3.6 mils thick, which is about 
0.8 oz./sq. ft. of aluminum was neces- 
sary for 5 years protection in an in- 
dustrial atmosphere. 

(3) Coatings of lead and terne alloy 
(88 per cent lead-12 per cent tin) gave 
protection in industrial atmospheres. 
This was attributed to the formation 
of a protective film of lead sulfate. 
Such coatings were found to be less 
satisfactory in rural and marine at- 


mospheres, where this protective film 
does not form. 

In discussing the practical aspects 
of such metallic coatings, Mr. Johnson 
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pointed out that the production of me- 
tallic coatings by cementation meth- 
ods is not practical for structural steel. 
Electrodeposition methods can gener- 
ally be dismissed as too costly for this 
application. In general, this leaves a 
choice of hot dipping or metal spray- 
ing for structural steel use. Dipping 
processes are restricted by the overall 
bath dimensions, the weight of coating 
metal in the bath, and the type and 
size of parts being coated. Also, where 
acids are involved in surface prepara- 
tion, care must be taken to avoid leav- 
ing acid in crevices. 

Metal spraying is a hand process. 
Grit blasted surfaces are generally re- 
quired. Unlike pickling and hot dip- 
ping processes, grit blasting and metal 
spraying can be carried out on the 
steel structure after erection on site. 
Metal spray processes may also be 
mechanized. A successful mechanical 
plant for spraying sections is shown in 
Fig. 4. This machine mounts up to 28 
nozzles, depending on the size and 
shape of section being sprayed. The 
sections pass through the machine on 
a constant-speed conveyor. Figure 5 


Fig. 5—Part of a crane girder constructed from 
aluminum sprayed steel. 
(Photo courtesy ‘Journal of the Iron and Steel 
Institute.*’) 
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“Sealed Disc’’ Filters were de- 
signed especially for plating 
rooms. They're smaller, compact, 
and more portable than ordinary 
conventional Filters, and they are 
performing satisfactory results on 
many acid dips, electro cleaners, 
and solvents. 


You Can Be Sure With A ‘‘Sealed Disc’’ Filter 


More and more cost-minded platers depend on 
Alsop “Sealed Disc” Filters to remove dirt, dust, 
and sludge from their plating solutions. They 
get better finished plated work—they save time 
and labor, and their plating solutions last longer. 
The “Sealed Disc” Filter assures positive, trou- 
ble-free performance that’s proof against even 
the invisible impurities that cause nodules and 
porousness—proof against rejects and reworking, 
There’s a “Sealed Disc” Filter “‘to fit your job” — 
write for complete information, the Alsop Engi- 
neering Corporation, 707 Keen Street, Milldale, 
Connecticut. 


ALSOP ENGINEERING CORPORATION 


Filters, Filter Discs, Pumps, Tanks, Mixers, Agitators 
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shows a crane girder constructed of 
aluminum sprayed steel. The wagon 
underframe in Fig. 6 is constructed of 
aluminum sprayed steel. The bus shel- 
ter in Fig. 7 was grit-blasted and alu- 
minum sprayed by hand after fabri- 
cation. 


When to Apply Protective Coatings 


to Structural Steel 
So far as is practical, the cleaning 
and protective processes should be in- 
tegrated. A study of the possibilities 
shows that protective treatment proc- 
esses can be effected at one of the fol- 
lowing stages: 

Stag I—Material totally treated be- 
fore any machining or fabricating 
operation, that is, in the as- 
rolled lengths. 

Stage II— Material cut to 
length, drilled and then 
totally treated at the fabri- 
cators’ works. 

Stage III—-Material cut, drill- 
ed, bent and welded or riv- 


Fig. 7—An aluminum sprayed steel 
bus shelter. 
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Fig. 6—A wagon underframe 

constructed from aluminum 

sprayed steel after retouch- 
ing fabrication spots. 


eted and assembled 

into transportable 

units and then totally 
treated. 

Stage IV Structure 
treated after erection 
on site. 

In the overall appre- 
ciation of the relative 
merits of effecting 

treatment at each of the four stages, 
both the initial treatment cost and the 
cost of rectifying the damage to the 
coating to obtain sound protection 
must be considered. 

Initial treatment at Stage I may be 
the cheapest for many operations; but 
this stage may also involve the maxi- 
mum amount of touching-up on site or 
after fabrication, because of cut ends, 
rivet heads, welds and damage. On the 
other hand, it ensures that the inter- 
faces are fully protected. In Stage II, 
the cleaning process may be more diffi- 
cult, especially if the steel has become 
heavily rusted while in stock, but there 
is 100 per cent yield of treated ma- 
terial. Touching-up of rivet heads and 
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seeing is believing with this new 


ACME Greaseless Composition 


Just hold chat handy tube against the wheel and Acme Greaseless 
Composition heads right up in a good heavy layer—dries almost 
immediately—with practically no composition wasted. 

And you get a quality finish every time with chis latest addition to 
the complete line of H-VW-M compositions. Whether you're cut- 
ting or polishing ferrous metals, deburring, or satin-finishing, you'll 
get the same excellent results—all due to the inflexible standards of 
H-VW-M quality control. Abrasive grading is rigidly controlled. 
Multiple separation and sifting of particles ensures all-over uni- 
formity—a consistent size abrasive—and guarantees che finest finish 
possible 

Top-quality compositions are only one result of H-VW-M's con- 
stant progress for more than eighty years. It’s a continuous policy, 
best summed up by the word Platemanship—your working guar- 
antee of the best that industry has to offer, not only in compo- 
sitions, but in every phase of plating and polishing @® ease 


For technical information on buffing compositions ask for Bulletin C-100. 


HANSON-VAN WINKLE-MUNNING CO., MATAWAN, N. J 
PLANTS i. N ) © ANDERSON 
STON * CHICAGC 

7 RAPIDS © MATAWAN © MILWAUKEE 

JEW HAVEN © NE * PHILADELPHIA © PITTSBURGH 

CHESTER © SPRINGFIELD S } © STRATFORD (CONN ) © UTICA 


INDUSTRY S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES © EQUIPMENT © SUPPLIES 
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For Solution Clarification 
Use an 


INDUSTRIAL 
FILTER = 


and Large 

The flow rate of an C «as 

cee ; “ apacities 
INDUSTRIAL filter is P 

based on the actual 

solution invoived. You know the capacity 

you get. Furthermore, the labor, down 


time, and the inconveniences of cleaning, | 
replacing the filter media, and reassembling | 
the filter for every filtering cycle—all are | 


eliminated by the Industrial Air-Wash 
Cleaning Method available for all models. 
It is necessary to remove the cover only 
when new filter cloths are installed. With 
Industrial filters, a clarified solution is al- 
ways assured. 


The engineering, design, and construc- 
tion of Industrial Filters have proved out 
in long service and low maintenance costs 
Industrial has the experience and is large 
enough to handle your filter requirements. 
Since 1927 filters and filtration systems 
have been an important part of our busi- 
ness. 


* Write for recommendations 


INDUSTRIAL FILTER 
& PUMP MFG. CO. 


5904 Ogden Ave., Chicago 50, 


Illinois 


eeceoeoee eo eee eo ee 8 eo | 
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welds is required as in Stage I treat- 
ment, but there is generally less touch- 
ing-up of damage and cut ends. Here 
also, interfaces are fully protected. In 
any case the magnitude of the touch- 
ing-up operation in a protective sys- 
tem can he minimized by doing as 
much as possible of this retouching in 
the fabricator’s works, such as that 
required on rivet heads, welds, and so 
on. The method of surface preparation 
and the protective coating chosen will 
vary with type of steel structure, con- 
ditions of service, and expected life of 
the coating. 


Regeneration of Chromic Acid 
Solutions 


HROMIC acid anodizing baths, 

copper stripping baths and other 
chromic acid solutions that have been 
rendered useless by the accumulation 
of dissolved metals, such as aluminum, 
copper and iron may be regenerated 
by passing through a cation exchange 
resin. Studies* conducted by Raymond 
L. Costa, Mutual Chemical Company 
of America, have shown that the resin 
removes the metal ions by exchange 
with hydrogen ions, thus making the 
solution reusable. The method also 
minimizes the waste disposal problem 
ordinarily involved in handling these 
solutions. 

According to Costa, during World 
War IT, in an attempt to relieve the 
shortage of chromic acid, both anion 
and cation exchange resins were evalu- 
ated in the Mutual Chemical Company 
Research Laboratory as a means of 
recovering the valuable components of 
spent chromic acid solutions. However, 
at that time no commercially available 

5 Details of experiments are given in ‘‘Indus- 


trial and Engineering Chemistry,’’ Vol. 42, p. 
308. 
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Put the 


FREEGE 


On Heat Processing 


Costs 
with a 


CAMBRIDGE 
WOVEN WIRE 





CONVEYOR BELT 








If your product must be heated in 
any way during production... there’s 
a Cambridge woven wire conveyor 
belt to help you reduce costs by com- 
bining processing with product move- 
ment through the heating cycle. 


For example, this photo shows a 
Cambridge Quench Tank Belt. Other 
belts may be used for heat processing 
in temperatures up to 2100° F... 
from drying ovens and baked paint 
finishes through annealing, hardening 
and brazing. 


The moving belt eliminates manual 
handling, helps maintain product uni- 
formity. All-metal construction gives 
longer belt life and lower maintenance 
costs. Open mesh of the belt allows 


FREE BELT MANUAL includes information on conveyor \ 
and conveyor belt design, metallurgical data and 
Write for your copy today. a 


belt maintenance. 


free circulation of heat within the 
heating chamber, free drainage of 
solution in wet heat processing. Spe- 
cial side or surface attachments to 
hold the product during processing 
are available to meet your individual 
requirements. > 


Cambridge belts can 
be woven from any 
metal or alloy, to any 
mesh or weave. Next 
time you have a con- 
veyor telt problem, 
call in your Cam- 
bridge field engineer for his experi- 
enced advice. Write direct or look 
under ‘“Belting- Mechanical” in your 


classified telephone ; 
Ca idee | 


Cambridge 
Duplex Weave 


directory. 


= 


The Cambridge Wire Cloth Co. 


METAL 


OFFICES IN 
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resin was found that satisfactorily re- 
sisted chemical attack bychromic acid. 
With the introduction of oxidation- 
resistant sulfonic acid type cation ex- 
change resins, such as Amberlite IR- 
120, Permutit Q, and Dowex 50, and 
the more stable modified amine ex- 
changers, the study was reopened. As 
a result, an ion exchange method was 
developed by which spent chromic acid 
solutions can be regenerated. 

Tests conducted by Costa showed 
that at a chromic acid concentration 
of 100 g./l., cupric, aluminum, ferric, 
and chromic ions were readily ab- 
sorbed by the resin. Higher concentra- 
tions of chromic acid may result in 
attack of the resin by the chromic acid. 

In order to secure more complete 
data as to service life and operational 
characteristics of a cation exchange 
resin in chromic acid service, a series 
of 100 test runs were made, regener- 
ating a spent anodic solution obtained 


from a large anodizing plant in Mary- 
land. A test column was set up for 
these runs, calculated to treat 1 gal- 
lon of anodic bath and approximately 
exhaust the resin in each cycle. The 
column was 1.5 inches in inside diam- 
eter and 60 inches high. The resin bed 
depth was 39 inches, or 0.04 cubic foot, 
as backwashed and drained. The flow 
rate for service, rinse, and regenera- 
tion was 100 ml./minute. Rinsing after 
regeneration was combined until the 
effluent was free of sulfate, as tested 
with barium chloride. The regenerant 
used in each cycle was 2 gallons of 
7 per cent sulfuric acid. Costa reported 
that during the 100 test runs there was 
no noticeable deterioration of. the resin, 
either in appearance or chemical be- 
havior. 

Considering the operation of the 
resin column in treating anodic waste 
solution as typical, Costa pointed out 
that similar approach may be used in 





EVER HEAR 
_ OFA 
DOWN-DRAFT BOOTH 
WITHOUT A PIT? 


It’s Easy With this Economical, 
Effective R P Paint Arrestor 
Installation! 


When floor construction made a 
down - draft booth for painting 
small industrial equipment items 
impractical, this manufacturer 
solved the problem with R P Paint 
Arrestors. Solve your overspray 
problems, too, with versatile, eco- 
nomical R P Paint Arrestors. 





. » » PRODUCTS OF RESEARCH 


RESEARCH PRODUCTS CORPORATION, Dept. PF, Madison 10, Wisconsin 





WRITE FOR FREE BOOKLET 


Helpful, 
gestions to solve your paint 
spray booth problems. 
Write today. 

) 


informative sug- 
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STANTITE Spraying 
Primer has passed the tough 
test of a ship’s bottom with 
colors flying. That’s why 
many ship owners are 
undercoating with STANTITE 
to minimize corrosion and rust 
creep. And on land, wherever 
metal is coated, rust-inhibiting 
STANTITE also provides 
excellent adhesion to any 
metal surface, with most top coats. 
Ideal under air-dried or baked 
finishes, it dries rapidly... 
is unimpaired by any baking 
schedule. Find out now what 
STANTITE can do for you... 


write today: Stanley Chemical Co., 
31 Berlin St., 


East Berlin, Conn. 


pay) 


S 
} » 7, 
ML 


7 


STANLE YO 


‘Wl: I” STANLEY CHEMICAL 


Y 
LACQUERS SYNTHETICS JAPANS ENAMELS 
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the regeneration of copper plating and 
chrome plating baths as long as the 
concentration of chromic acid is in the 
range of 100 g./1. or less; where it is 
higher, dilution is 

the 
and 


necessary to in- 
capacity of the 
attack. 


crease etfective 


resin minimize chemical 


In many processes where water addi- 


tion is necessary to make up for loss 
by evaporation, diluting water may be 
added to that portion of the solution 
treatment with the 
two pur- 


withdrawn for 
resin, thus accomplishing 
poses at once. The ion exchange treat- 
ment may be done periodically, regen- 
erating the complete contents of the 
tank needing treatment, or a small 
portion of the bath may be 
daily so as to maintain a nearly con- 
stant, predetermined concentration of 


treated 


all components, thus minimizing the 
size and cost of the necessary treating 
equipment. 


Low Pressure Spraying Shows 
Advantages In Porcelain 
Enamel Finishing 

OW pressure spraying of porcelain 
L. enamels has effected significant 
material savings in finishing such parts 
as food compartment liners at Frigid- 
aire, according to a report given re- 
cently by R. S. Sheldon, Frigidaire 
Division, General Motors Corp., before 
the Eastern Fnamelers Club at Phila- 
delphia. The surface finish can be im- 
proved and the enamel thickness can 
be maintained in the range of lower 
application weights for good coverage 
and service. According to Sheldon, 
low pressure spraying generally is 
thought to mean an atomization press- 
ure at the spray gun of 60 p.s.i or less. 
Industry-wide experience has _indi- 
cated the following possible advan- 
tages for the low pressure spray proc- 
ess: 

1. Material savings. 





Steam - blowing 
of galvanized pipe 
at the Etna, Pa, 
Spang - Chalfant 
plant of The Na- 
tional Supply Com- 
pany produces zinc 
dust in a dust box 
where suction of a 
12,000 -c.f£.m. ex- 
haust blower car. 
ries it through a 20- 
inch O.D. pipe be- 
low floor level. 
After blowing, pipe 
lengths roll onto a 
conveyor (left). On 
the right a hot-dip- 
ped galvanized 
pipe is being with- 
drawn from the ket- 
tle through a com- 
pressed air wiping 
ring by motor-driv- 
en magnetic rolls 

(Photo courtesy 
Spang-Chaltant, divi 


sion of the National 
Supply Co., Etna, Pa.) 
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Start Clean... 
Stay Clean! 


With the Strong Arm of the Law handy, no smart gal will risk all the 
time and money she put into getting slicked up. With Red Label 
Darco S-51 available, no smart plater will risk all the labor and 
expense of cleaning work for plating by putting the metal into a bath 
of questionable purity. 

Start clean . . . stay clean! Red Label Darco S-51 adsorbs in its pores 
the impurities that cause trouble in plating baths . . . takes them out 
of the bath before they can be deposited on the freshly cleaned surface 
of your work. 

Red Label Darco helps you save on scarce anode metals . . . helps you 
do a better job with thinner deposits and minimize rejects. 





With clean metal... Red Label Darco S-51 is especially treated for use in 
keep the bath clean plating — the only carbon that meets the benzol- 





mercury test! It 1s especially easy to handle . . . easy 
to wet... easy to make into a slurry. Place your order 
for Red Label Darco S-51 today. Nearly all suppliers 
carry Darco in stock, so don’t accept substitutes. 


Send for reprints of “Filter out your plating rejects.” 


sek TE, 


\ 


~DARCO DEPARTMENT 
| ATLAS POWDER COMPANY 











Darco General Sales Offices 


—~“oarco \ Lee] 60 East 42nd Street, New York 17,N. Y. 


REG.U.S.PAT.OFF. 
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Fig. 8—Low pressure spraying of porcelain 
enamel on washing machine cylinders. 
(Photo courtesy The DeVilbiss Company, 
Toledo 1, Ohio) 


2. Improved quality. 
3. Improved control. 
4. 


Reduced operator fatigue. 
Reduced operation expense. 

Savings in materials at Frigidaire 
on food compartment liners, according 
to Sheldon, as a result of a change to 
low pressure spraying was 33 per cent. 
Another manufacturer reports that in 
finishing washing machine cylinders 
shown in Fig. 8 they saved $3,000 a 
month by changing to low pressure 
ceramic spray guns. 

Experience indicates that enamel 
slips with low set characteristics are 
easier to control. The control of these 
physical characteristics is an impor- 
tant factor to the success of low press- 
ure spraying. The changes in set are 
measured with more accuracy and the 
set is adjusted more easily. Lower set 
permits the wetting out of the enamel 
and enables the sprayer to apply the 
proper weight of coating in the normal 
time. Excessive application immedi- 
ately causes the sprayed enamel to sag 
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or run. It has been possible to reduce 
the weight of equipment in the spray- 
er’s hand through changes in spray 
gun, hose, and hose connections. This 
weight reduction has been a definite 
factor in making the spray operation 
less tiring (see Fig. 9). 

With less overspray there will be 
less booth dust to handle. Lower atom- 
izing pressures mean a reduction in air 
and power consumption. The resultant 
lower fluid pressures mean a longer tip 
and needle life. 

According to Sheldon, in establish- 
ing the low pressure application sys- 
tem on the spray line it is best to adjust 
the specific gravity and set according 
to the design of ware, production rate, 
enamel thickness and type of frit on 
the particular spray line. It has been 
found that the best coverage can be 
obtained with a slip of minimum water 
content, consistent with good atomiza- 
tion at the spray gun. 


Fig. 9—A view inside a spray booth employed 
in porcelain enameling operations. 
(Photo courtesy The R. C. Mahon Co., 
Detroit 34, Mich.) 























NMNOUWEMNF"F 
a new development in 
Precious Metal Plating 








BRIGHT 
GOLD 
CESS 


e Current installations demonstrate that 
a great step forward has been made in 
bright gold plating for industrial and 
decorative application. 


Decided advantages over any 


other gold plating process 


Produces mirror-like deposits regardless of 


thickness. 

Eliminates the need for scratch brushing or 
buffing. 

Excellent gold plate distribution 


Bright deposits over wide current density 


range. 
Particularly good hiding power. 


Cathode current density efficiency is 100%. 
Operates at relatively low temperatures which 


are not critical. 


Codeposition of other metals readily feas 
ible for hard, durable surfaces. 


¢ Ideally suited for specification plating. 
* Excellent for electronic work. 


Packaged in 1, 5 and 10-ounce bottles. 





— 


Sel-Rex BRIGHT GOLD PROCESS, 
a potassium gold cyanide solution, 
requires no complicated equipment. 
Conventional racking procedures are 
adequate. The solution is stable and 
easily maintained. 


You pay no royalties or licenses. 


The Sel-Rex BRIGHT GOLD 
PROCESS, by eliminating scratch 
brushing and buffing, reduces oper- 
ating costs. Specification plating can 
be accurately accomplished by the 
use of simple mathematical formulae 
provided. 





Stock maintained to assure prompt 
shipment of your order. 


Other Sel-Rex Precious Metals — 
Silver Sol-U-Salt, Gold and Rho- 
dinm salts and solutions available 
for immediate delivery. 


NEL-REX PRECIOUS METALS, INC. 


229 Main Street e 


Belleville 9, N. J. 
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PRACTICAL APPLICATIONS 
of Modern Products 


Brushing Solves Deburring 
Problem At White Motor 


simple application of power brush- 
A ing is now saving the White Motor 
Company, Cleveland, considerable 
manufacturing time. 

By using a wire wheel brush, manu- 
factured by the Osborn Manufacturing 
Company, Cleveland, to remove a 
feather edge left after machining cast 
iron sheaves, White Motor is saving 
more than three and three-quarter 
minutes per unit. More important is the 
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fact that removing this edge length- 
ens belt life considerably. 

Prior to the introduction of this 
brushing method, this feather edge 
was removed by using emery cloth 
with the sheave rotating on a lathe. 
This operation, which included mount- 
ing and unmounting the sheave, took 
four minutes. A wire wheel brush 
mounted on a stand grinder now does 
this operation in 15 seconds. 

The flexibility of the brush permits 
it to blend minute surface roughness, 
thereby removing all possible abrasive 
action on the belt. As long as two 
months service is being obtained from 
each brush. 


Eight Hour Metallizing Job 
Saves Monel Shaft 


New York tugboat which rents 

for $60.00 an hour was put out 
of service recently when a solid Monel 
shaft (14 feet long by 61, inches in 
diameter) became badly worn at the 
stern packing, causing serious leak- 
age. With nickel in critical supply, at 
least two to three months would have 
been required for delivery of a new 


This brushing operation removes the feather 
edge on cast iron sheave in 15 seconds and 
saves over 25 minutes per motor 
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Monel shaft from stock and an addi- 


tional week necessary to machine it. 
Total cost was estimated at $1200 to 
$1400 plus the loss of the boat's rev- 
enue for two or three months. 

Forged dock steel could have been 


used and a new shaft ready for use in 
two or three weeks at a cost of $1000, 
but experience showed that ordinary 
steel in this service would last only 
about one quarter as long as Monel. 
The problem was solved by Metalliz- 
ing Engineering Co., Inc., Long Island 
City, N. Y., who applied metallized 
stainless steel to the Monel, and by 
doing so actually extended the life of 
the shaft because of the im- 
proved lubricating character- 
istics of sprayed metal. 
The worn portion of the 
shaft at the stern packing 
area was turned down in a 
lathe to 6'4 inches in diame- 
ter and prepared with a spe- 


John Zink Central Gas Heater is pro- 
tested both inside and outside by 
Sicon 
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Stainless steel is sprayed on the stern packing 
area of Monel tugboat shaft 


cial roughening tool. Next, about 8 
pounds of Metcoloy No. 1 was sprayed 
on the shaft to bring the diameter to 
6;;, inches, and the shaft was then 
turned to the required 61, inch diame- 
ter. Total time for the entire opera- 
tion was eight hours, and the tugboat 
was back in service in two days. 


Silicone Base Finish Stands 
Up Under 875 Degree Heat 


ICON, a heat-stable, silicone-base 

finish, manufactured by the Mid- 
land Industrial Finishes Co., Wau- 
Kegan, Ill., is being used successfully 
for the protection of combustion cham- 
bers and outer coverings of heating 
equipment by the John Zink Co., Tulsa, 
Oklahoma. 

Sicon withstands the temperature 
of 875 deg. F. generated by the com- 
bustion chamber of the John Zink Cen- 
tral Gas heater without powdering or 
losing color. As a result, Sicon is now 
being used by John Zink for all hot 
applications—Sicon aluminum for 
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A rubber mask is slipped over a gear having 
a splined hub 


combustion chambers, and Sicon in 
colors for the protection of outer cov- 
erings. 


Rubber Masks Expedite 


Defense Production 


RECISION molded, snap-on rubber 
eon developed by the Duggan 
Masking Devices of Detroit, Michigan, 
have become an important factor in 
speeding up defense production and 
cutting costs. 

The Duggan method of masking uses 
precision molded masks of synthetic 
rubber to cover surfaces of parts that 
must remain bare after plating or 


DIXRIP 
SCRATCH BRUSHES 


SINCE 1856 


was ‘e 
¥% S,* 


For Platers, Silversmiths, Jewelry 
Mfgrs., Makers of Watches, Clocks 
and Electronics and other metal 
finishers. 
Supplied in straight or crimped brass, steel or 
nickel silver wire in sizes .0025 to .006 and in 
bristle, fibre or Nylon. Special sizes and shapes 
to order. 
Write (Dep't. P) on your letterhead for 


painting. The method of masking parts 
by applying wax or lacquer, then cut- 
ting away the coating to expose bare 
metal, is entirely eliminated by this 
device. 

The Duggan mask is quickly slipped 
on or off, and may be used indefinitely. 
Saving of time is the primary advan- 
tage of this new method, but it has 
been proved that a higher and more 
consistent quality is another impor- 
tant result. 


Palladium is a new jewelry metal as 
compared to gold which was used for 
jewelry thousands of years ago. Jewelry 
craftsmen eliminate excess weight from 
ear clips, brooches, and so on, by using 
palladium. 











catalog and price list. 


DIXON & RIPPEL, INC. KINGSTON, N.Y. 


ESTABLISHED 1856 
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For further information on any prod- 
uct mentioned in this issue—use the 
READER SERVICE CARDS between 


the covers. 
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with new Paint Booth Alkall 


If your spray booths are of the water 
curtain type...and if your production 
schedules demand continuous Boov opera- 
tion... Pennsalt’s new PB-1 may be the 
superior waterwash compound you're 
looking for. 


When you use Pennsalt PB-1 at concentration 
ranging from 1/10 to 2 oz./gal., room tem- 
perature, you'll notice these advantages: 


The great bulk of the overspray floats on 
the solution surface, easily removed in a 
non-sticky mass. 


Build-up of paint on equipment baffles and 
walls can be completely eliminated. 


Nozzles and troughs stay open, and pumps 
maintain optimum operation. 


Thus, your PB-1 waterwash solution means 
minimum downtime for maintenance and 
cleaning. In addition, it keeps the over- 
spray material in excellent condition for 
profitable reclamation, if that should be a 
factor in your operations. 


Pennsalt PB-1 is a highly alkaline, 
anhydrous, free flowing, dedusted material 
containing special non-foaming agents. It 
is economical both in first cost and in long- 
run operation. Because paints and booth 
designs are so varied, we invite you to 
outline your set-up in detail so that we 
can give you the most practical solution 
with the least lost motion. Metal Processing 
Dept., Pennsylvania Salt Manufacturing 
Company, 1000 Widener Bldg., Phila. 7, Pa. 





A Better Start for Your Finish 


for industry - Agriculture - Health - Home 
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HERCULES POWDER COMPANY, 
Wilmington, Del., will build a new hydro- 
carbon chemicals plant on a 275 acre tract 
near Gibbstown, N. J., it was an- 
nounced recently. The plant, located on 
the Delaware River, will represent an in- 
vestment of close to $8,000,000, and will 
employ 70 to 80 people at the outset. It 
is expected to cover about 60 acres of the 
tract, leaving the additional acreage for 
future expansions in these operations. 
The new installation will produce phenol, 
para-cresol, and acetone. 


Ground was broken recently by TOP- 
PER EQUIPMENT COMPANY officials 
for a new plant in Clark Township (Rah- 
way) New Jersey. The firm, which manu- 
factures Circo industrial and automotive 
vapor degreasing equipment and steam 
cleaning equipment, has a plant at Mat 
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awan, N. J., where all manufacturing is 
done at the present time. 

The new plant will cover 30,000 sq. et. 
and will be designated after its comple- 
tion as Plant No. 1, with Matawan be- 


coming Plant No. 2. Topper recently pur- 
chased the degreasing equipment business 
of the Optimus Equipment Company. 


a 

Modern facilities for the development 
and manufacture of precision instruments 
and advanced electronic equipment will 
be built on a 40 acre tract near Fullerton- 
La Habra, Calif., which was purchased 
recently by A. O. BECKMAN, president 
of Beckman Instruments, Inc., the Heli- 
pot Corporation and Arnold O. Beckman, 
Inc. 

Twelve years ago Beckman _ Instru- 
ments, Inc., then known as National 
Technical Laboratories, moved from Pas- 
adena to a new plant specially designed 
for it in South Pasadena. At that time 
the company had 50 employees. Today 

the three divisions of the Beck- 
man operations employ more 
than 1,100 people in 14 plants in 
the Pasadena and South Pasa- 
dena areas. 


Melvin Morris, president, turning 

first spadeful of earth at breaking 

of ground for new Topper Equip- 

ment Co. plant at Clark Township, 
New Jersey 
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COMPANIES 


The third expansion within five years 
has been effected by BEDE PRODUCTS 
INC. Twice the size of its former home, 
the new plant has been located at 1110 
Brookpark Road, Cleveland 9, Ohio. By 
the addition of personnel and facilities, 
afforded by greatly increased floor space, 
the company will be able to maintain a 
laboratory for research on the problems 
of the Hot Spray Process and the neces- 
sary equipment for its successful appli- 
cation. 

For increased sales facilities, two new 
companies have, been established, ac- 
cording to James A. Bede, president. 
Bede promotion, sales, and distribution 
will be handled by BEDE INDUSTRIAL 
PRODUCTS INC., serving the industrial 
field, and BEDE AUTOMOTIVE PROD- 
UCTS INC., serving the automotive re- 
finishing trade. 


Because of the increasing demand for 
Pressure-Blast wet-blasting equipment 
and Cro-Plater electroplating units, the 
manufacturing division of the CRO- 
PLATE CO., Hartford, Conn., has been 
expanded to include the entire area of ap- 
proximately 10,000 square feet at the com- 
pany’s Windsor Street plant. 

The contract plating division of the or- 
ganization, which formerly shared fac- 
tory space with the manufacturing divi- 
sion, has been reduced and transferred 
to the company’s East Hartford plant. 


BINKS MANUFACTURING COM- 

PANY, maker of industrial spray paint- 
ing equipment, has moved its Cleveland 
offices and warehouse to 
new and larger quarters 
at 1241 West Ninth St., 
Cleveland 13, Ohio. An in- 
creased demand for 
equipment and service in 
the Ohio, Indiana and 
northern Kentucky terri- 
tory made the move nec- 
essary. 

The new office is head- 


New headquarters of Binks 
Manufacturing Company in 
Cleveland 
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ed by B. R. Fulton, district manager. H. 
G. Pankratz is district engineer. Sales re- 
presentatives in the Cleveland territory 
are: George Sherwood (Cleveland), 
George Mally (Indianapolis), and John 
Homan (Cincinnati). 


The 150th anniversary of the establish- 
ment of EK. I. DU PONT DE NEMOURS 
& COMPANY will be marked July 18 at 
the site of the first Du Pont powder 
mills on the banks of Brandywine Creek 
a few miles from Wilmington. The cere- 
monies, which will include a simple his- 
torical dramatic prologue, addresses by 
company officials, and the dedication of 
a marker on the site of the first plant, 
are the focal point of observances by the 
company. 

About 6,000 spectators— representatives 
from the 71 plants and Wilmington offi- 
retired employees, members of the 
Du Pont family, and guests—will be on 
hand for the program. Thousands of men 
and women at Du Pont plants, labora- 
tories and sales offices, as well as their 
families and friends, across the country 
can hear the program which will be 
broadcast over a national network. 


ces, 


THE KIRK & BLUM MANUFACTUR- 
ING COMPANY, Cincinnati, Ohio, re- 
cently honored 40 employees who have 
been associated with the firm from 25 to 
44 years at a dinner where each received 
an engraved gold watch. 

The longest service record is held by a 
foreman, E. W. Thiery, who joined Kirk 
& Blum on June 1, 1907. The employees 
honored at the dinner presented a set of 
matched luggage to the firm’s president, 

















Richard J. Blum, Jr. 

Well known for its work in the design, 
fabrication and installation of industrial 
dust collecting systems and ovens, the 
company recently moved to enlarged fa- 
cilities in the Oakley Factory Colony, 
Cincinnati, where its production has been 
substantially increased. 


APPLIED ENGINEERING ASSOCI- 
ATES has moved its offices and plant to 
1952 Flushing Ave., Maspeth, Brooklyn 
32, N. Y. The firm, which specializes in 
the installation and engineering of equip- 
ment for vacuum metallizing of metals 
and plastics, was formerly located in New 
York City. 


The MECHA-FINISH CORP., Sturgis, 
Mich., is now manufacturing a complete 
line of equipment and supplies for all 
types of barrel finishing. A customer 
sample processing department has been 
installed, and the company is prepared to 
work out barrel finishing problems and 
recommend procedures. 

Officers of the firm are D. G. Hopkins, 
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president and general manager; D. W. 
Hoxie, vice president; and F. M. Synder, 
secretary. 


An open house celebration to commemo- 
rate its fiftieth anniversary was _ held 
recently by the DESPATCH OVEN 
CO., Minneapolis, 
Minn. Customers 
and suppliers were 
invited to tour the 
company’s offices 
and factory. 

Despatch, manu- 
facturer of indus- 
trial ovens, indus- 
trial furnaces and 
related metal pro- 
cessing and finish- 
ing equipment was 
founded by A. E. 
Grapp, who, with 
his son, developed 
equipment to con- 
trol heat and hu- 
midity for the mill- 
ing industry. 

Despatch began 
the manufacture of equipment for the 
metalworking industry during the first 
World War. Today the company is known 
as the creator and developer of many 
patented techniques for use wherever a 
heat application or metal processing ap- 
plication is part of an industrial opera- 
tion. 

Since June, 1947, Despatch has been 
under the management of its operations 
executives. C. P. Doherty is president and 
general manager. 


C. P. Doherty 


THE MUTUAL ELECTRIC COM- 
PANY, one of the oldest and largest firms 
of its kind in the New York area, has 
recently taken on the distribution, sales, 
and service of Bede Paint Heaters in the 
five Boroughs of New York City. 

Mutual Electric now carries a full line 
of Bede Paint Heaters and is equipped to 
render complete service to users of Bede 
equipment for hot spray finishing. 


A corporate change was effected in the 
VONNEGUT MOULDER CORP., Indian- 
apolis, Ind., on June 2, 1952, with the re- 
tirement of Anton Vonnegut. The com- 
pany, now known as THE GRINDING 
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AND POLISHING MACHINERY CORP., 
was taken over by its personnel. It will 
continue the manufacture and distribu- 
tion of all products of Vonnegut Corp. 

Officers of the newly formed corpora- 
tion are: R. W. Smart, president; O. S. 
DeHaven, vice president: and I. W. Bos- 
worth, secretary and treasurer. Mr. Von- 
negut will continue to serve as a member 
of the board of directors. 


THE CAMBRIDGE WIRE CLOTH 
CO., Cambridge, Md., is increasing facili- 
ties for the production of medium-heavy 
and heavy grades of industrial wire cloth. 
In comment on the expansion, H. E. Pink, 
manager of the wire cloth division, said 
that increasing demand for heavier 
grades of wire cloth have made the ex- 
pansion program necessary. New equip- 
ment is expected to increase capacity and 
to enable the company to offer more 
prompt delivery on certain items. 


PANOCO, Brooklyn, N. Y., has reported 
a 100 per cent increase in the sale of its 
die-cut masking tapes. According to com- 
pany spokesmen, die-cut tape has proved 
to be an efficient and economical method 
of surface protection. 

Panoco cuts Minnesota Mining and 
Manufacturing Company's masking tapes 
to exact specifications, and _ therefore 
eliminates for the manufacturer the job 
of cutting tape in odd shapes for specific 
surfaces to be masked. 


The name of the AMERICAN PLAT- 
ING RACK COMPANY, 232 N. Rose- 
mary, Inkster, Mich., has been changed 
to DEL’S TUMBLING SERVICE, ac- 
cording to Del W. Dyer, president. The 
company will continue to operate at the 
same address. 


MERCHANTS CHEMICAL COM- 
PANY, manufacturer of coatings, finishes 
and adhesives for industry, has moved 
from its location in Stamford to a new 
plant at 55 Day St., South Norwalk, 
Connecticut. 


business” the 
Detroit, Mich., 


Because of increased 


MICHIGAN OVEN CO., 
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moved its offices on June 1, to larger 
quarters. The company now occupies the 
entire sixth floor of the Architects Build- 
ing, 415 Brainard Street. 


SPARKLER MANUFACTURING CO., 
Mundelein, Ill., manufacturer of filtra- 
tion equipment, has announced the open- 
ing of a new branch office and warehouse 
at 612 N. San Vicente Blvd., Los Angeles 
46, Calif. Directed by Richard E. Shields, 
newly appointed West Coast sales man- 
ager, the branch will offer engineering 
service in any problem of liquid purifica- 
tion. 

Mr. Shields has been associated with 
Sparkler for many vears and has broad 
experience in all phases of filtration. 


F'our units of the PENNSYLVANIA 
SALT MANUFACTURING COMPANY 
have been awarded Pennsalt President’s 
Safety Contest plaques for perfect safety 
records during 1951 and two of these units 
also were awarded plaques for the same 
record by the National Safety Council. 

The two units which received both 
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awards were the Cornwells Heights, Pa., 
plant, and the Whitemarsh Research Lab- 
oratories at Chestnut Hill, Pa. The other 
two winners were the public utility sub- 
sidiaries at Natrona, Pa., and the Mont- 
gomery, Ala., plant. 


NEW POSITIONS 


Appointment of THOMAS N. ARMEL 
as national industrial sales manager of 
the Glidden Company was announced by 
A. D. Duncan, vice 
president of the 
company’s Paint 
and Varnish Divi- 
sion. In his new 
position, Mr. Armel 
will have head- 
quarters direction 
of the development 
of all Glidden’s in- 
dustrial and main- 
tenance finishes 
sales throughout 
the country. Prior 
to his appointment, 
he was in Chicago 
as a member of the 
sales force of the 
company's Nubian 
Industrial Division 

Mr. Armel joined 
the Glidden Com- 
pany in 1940 and in 1950 was the winner 
of a $1000 company award. He is a mem- 
ber of the American Chemical Society, 
and has also been active as a lieutenant 
colonel specializing in chemical warfare 
in the Illinois Reserve Militia 


Thomas N. Armel 


LEAVITT N. BENT, vice president, 
member of the executive committee, and 
vice chairman of the board of directors 
of Hercules Powder Company, retired re- 
cently after 45 years spent in the chem- 
ical industry. 

A graduate of Massachusetts Institute 
of Technology, Mr. Bent is a member of 
the American Chemical Society and the 
American Institute of Chemical Engi- 
neers. During World War II he served 
on the War Labor Board, and the Na- 
tional Defense Research Committee of 
the Office of Scientific Research and De 
velopment. 

Succeeding Mr. Bent is ANSON B. 
NIXON, a vice president since 1940 and 
a member of the board since 1932. 
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The board of directors of The Electric 
Products Company, Cleveland, Ohio, has 
announced the election of GORDON J. 
BERRY as _ presi- 
dent. Mr. Berry 
started with the 
company in the 
early 30’s after at- 
tending Mercers- 
burg Academy, 
Cornell, and West- 
ern Reserve Uni- 
versity. Beginning 
as a test engineer, 
he progress- 
ed through the ser- 
vice organization, 
design engineering, 
and sales engineer- 
ing to his recent 
position of vice 
president in charge 
of sales. 

Active for many 
years in the National Electrical Manu- 
facturers Association, Mr. Berry has also 
supported the Industrial Truck Associa- 
tion and the Materials Handling Insti- 
tute. He is a member of the A.I.S.E. and 
the Cleveland Engineering Society, and 
has written many papers on special elec- 
trical equipment. 


Gordon J. Berry 


The Sherwin-Williams Company has 
announced the following appointments: 

H. J. L. COTTON was named technical 
coordinator, responsible for the general 
supervision of technical department ac- 
tivities in the fields of industrial prod- 
ucts finishes and transportation finishes. 
Mr. Cotton joined the company in 1920 
after graduation from the University of 
Michigan, and two years ago was named 
technical coordinator of industrial fin- 
ishes. 

H. E. SPITZER was appointed direc- 
tor of development, with general super- 
vision of the paint, varnish, and lacquer 
development laboratories at Chicago. Mr. 
Spitzer, a graduate of North Dakota 
State College, started with the company 
in 1937. Since 1946 he has been in charge 
of the Chicago Technical Service Depart- 
ment. 

Mr. Spitzer is succeeded by RICHARD 
A. MOORE who formerly was supervisor 
of the Chicago development laboratory. 
Mr. Moore, a graduate of Purdue Univer- 
sity, joined the Sherwin-Williams organ- 
ization in 1939. 

D. Ss. GAARDER, formerly assistant 
general manager, was appointed manager 
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(Left to right) H. J. L. Cotton, H_ E. Spitzer, L. M. Muse, and D. S. Gaarder 


of the new products department of the 
General Industrial Division. In this posi- 
tion he will direct the development and 
marketing of major new products. 

L. M. MUSK, formerly assistant to the 
general manager, was appointed man- 
ager of the branches department of the 
General Industrial Division. His new 
duties involve the training of, and sales 
support to, branch and regional person- 
nel. 


The reelection of H. E. HALL as presi- 
dent has been announced by Metals Dis- 
integrating Company, Inc., Elizabeth, 
N. J., manufactur- 
er of metal pig- 
ments, metal pow- 
ders, and metal 
abrasives. 

The officers elect- 
ed at the annual 
meeting of the 
board of directors, 
held March 23, in- 
‘lude: H. E. HALL, 
president and 
treasurer; GRO- 
VER M. HER- 
MANN, chairman 
of the board; JU- 
LIUS F. SACHSE, 
vice president; 
MARY SOHAYDA, 
secretary 
JOSEPH C. NEW- 
ELL, assistant secretary; PAUL P. 
WEBER, assistant secretary; JAMES 
M. COYLE, assistant treasurer. 

The directors elected at the annual 
meeting of stockholders include: H. E. 
HALL, HARRY J. HEMINGWAY, GRO- 


H. E. Hall 
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VER M. HERMANN, EDWARD F. 
MARCH, HERBERT J. OSBORNE, 
THEODORE PEARSON, and ROBERT 
EK. PFLAUMER. 


WALLACE L. 
HOWE has been 
appointed director 
of research and de- 
velopment of Nor- 
ton Company, Wor- 
cester, Mass., ac- 
cording to Ralph 
F. Gow, executive 
vice president. 
Formerly director 
of development, 
Mr. Howe now 
heads the activities 
of the research de- 
partment as well, 
following the resig- 
nation of DR. 
SAMUEL sS. KIST- 
LER. 

Mr Howe gradu- 
ated from Massachusetts Institute of 
Technology in 1922 and joined Norton 
Company the following year as a research 
engineer. He held the positions of prod- 
uct engineer and director of product engi- 
neering before becoming director of de- 
velopment. 


Wallace L. Howe 


Retirement of EMMET D. GRIFFIN as 
vice president in charge of Pittsburgh 
Plate Glass Company's paint division has 
been announced by Harry B. Higgins, 
president. 
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One of the nation’s leading paint manu- 
facturing executives, Mr. Griffin will re- 
tire from active company work but will 
continue to serve as a member of the 
board of directors for at least one year 
and will also function as general consult- 
ant. Associated with Pittsburgh Plate 
since 1908, Mr. Griffin was elected a vice 
president in 1935. 

E. D. PECK, general paint manager for 
the merchandising division of the firm for 
the past twelve years, will succeed Mr. 
Griffin as vice president. Mr. Peck has 
been associated with the paint industry 
since 1907 and with Pittsburgh Plate since 
1939. He was formerly vice president and 
general manager of Devoe and Raynolds 
Company. 

JOSEPH C. THOMPSON, JR.,) who 
joined the company in 1940, will succeed 
Mr. Peck as general paint manager of the 
merchandising division. He has been as- 
sisting in that position since 1946. 


Several changes affecting the DeVIL- 
BISS COMPANY'S Middle Eastern 
states district have been announced by 


sales 


(Left to right) 
Thompson, Jr., 
Emmet D. Griffin 


Joseph C. 
. D. Peck, 


company’s spray paint- 
ing equipment division. 
Headquarters of the 
district have been moved 
from Cleveland to Toledo 
to facilitate service and 
deliveries to customers. 
Roger F. Whitell remains 
as district manager and 
has established offices at the DeVilbiss 
Company plant in Toledo. 

Mr. Whitell announced the appointment 
of D. R. Frankenberry as a sales repre- 
sentative serving southeastern Ohio and 
a western section of West Virginia. Mr. 
Frankenberry will operate from Newark, 
Ohio. 

The territory served from the DeVilbiss 
branch sales office in Pittsburgh has 
been realigned, Mr. Whitell said. E. A. 
Lightfoot, who has been working from 
that office for 20 years, will serve cus- 
tomers in eastern Ohio and northwestern 
Pennsylvania. 

Robert T. Kannen, Jr., formerly in the 
Columbus, Ohio, office, has moved to 
Pittsburgh and is assigned to 40 counties 
in Pennsylvania, West Virginia, and 
Maryland 


A. s. AULT has been elected vice presi- 
dent—sales of Chicago Vitreous Enamel 
Products Company, according to William 
Hogenson, president. He has been man- 
ager of sales and service since 1948. 

A graduate of Ohio State University, 
Mr. Ault joined Chicago Vit in 1936 as a 
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in NEW YORK + 420 Lexington Ave. 

in PHILADELPHIA - Jackson and Swanson Sts. 


a Loon 


ZINC FLUOBORATE 


FLUOBORIC ACID 


mt HARSHAW CHEMICAL <o. 


1945 East 97th Street, Cleveland 6, Ohio 
BRANCHES IN PRINCIPAL CITIES 


elect the er on & 
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service engineer and later became East- 
ern district manager. During the war he 
served in a vital capacity in the Chicago 
Vit Armor Plate program. 


directors of Hercules Powder 
elected recently at the 
meeting. The new 
board members are: ELMER F. HIN- 
NER, general manager of the Virginia 
Cellulose Department, and PAUL MAY- 
FIELD, general manager of the Naval 
Stores Department. 

All other members of the board of di- 
rectors were re-elected for the ensuing 
vear. 


Two 
Company were 
company’s) annual 


Two men have been appointed to new 
positions in the engineering department 
of United Chromium, Incorporated. 
WALTER 8. CIBULSKIS has been nam- 
ed chief of engineering and FREDERICK 
G. BAUER has been made manager of 
engineering. 

Mr. Cibulskis, a graduate of Rensselaer 
Polytechnic Institute, has been a mem- 





FOR POSITIVE BLACKENING OF STEEL 
AND IRON PARTS... 


USE SWIFT BLACK! 
Specially compounded to assure faster, 
richer, more uniform blackening. 
FOR EFFICIENT METAL CLEANING . . 
USE SWIFT METAL 
CLEANING COMPOUNDS! 
Superb alkali soak cleaners for ideal 
results on specific applications. 
FOR CERTAIN RUST PREVENTION ... 
USE SWIFT RUST 
RESISTING COMPOUNDS! 
Complete, Jastine protection for 
ferrous and non-ferrous alloys. 


Swift welcomes any opportunity to solve 
industrial chemical problems — write or 
Phone for Swift action. 

Send TODAY for descriptive literature on 
metal treating and finishing compounds. 








i 


CHEMICAL CO. 
CONNECTICUT 


INDUSTRIAL 
CANTON 
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Frederick G. Bauer (left), Walter S. Cibulskis 


ber of the United Chromium organization 
for nearly 15 vears and is well known in 
the plating field. Prior to this advance- 
ment, he served as development engineer, 
supervising the initial field installations 
and operations of electrolytic and chem- 
ical metal finishing processes of the com- 
pany’s research laboratories. 

Before joining United Chromium in 
1946, Mr. Bauer was active in the me- 
chanical engineering field and served as 
a major during World War II. He helped 
design the company’s organic coatings 
plant at Carteret, New Jersey, and also 
cooperated in the design of two of the 
Unichrome Batch-Type Chromium Plat- 
ing Barrels and the Unichrome Tantalum 
Heating and Cooling Coils and Heat Ex- 
changers. He is a graduate of New York 
University 


WILLIAM BUCKLEY, who has of- 
fices at the Salsbury Corp., 1161 E. Flor- 
ence Ave., Los Angeles, Calif., has been 
appointed West Coast representative for 
Titeflex, Inc. 

ROBERT G. BRAZENOR is Titeflex 
sales manager and head of the New Elec- 
tronics Division in Newark, New Jersey. 


RUSSELL E. POSTER has been ap- 
pointed abrasive engineer of the Clover 
Manufacturing Co., Norwalk, Conn., ac- 
cording to a recent announcement by 
Theodore R. Treadwell, sales manager. 
In his new position Mr. Poster will pro- 
vide specialized technical and engineer- 
ing service to customers and distributors. 
In addition, he has taken over the re- 
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FROM VELOCIPEDE WHEELS TO AUTOMOBILES... 


\ 


KocH COMPLETE FINISHING SYSTEMS 


Boost PRODUCTION... IMPROVE QUALITY! 


Whatever your product. whatever your pro- 
duction rate, whatever your finishing problem, a 
KOCH Complete System offers you vast savings 
in manpower and a profitable improvement in the 
quality of your finish. 

KOCH handles the entire job — from layout 
through installation. This single responsibility 
saves you money and headaches. Let KOCH en- 


EXPERT ONE-FIRM 
RESPONSIBILITY 


Assures perfect 
dove-tailing of all 
components, gives 
you a saving in 





time and labor. It’s 
the wisest, most eco- 
nomical way to han- 
dle your job. 


¢] fe] fe] 3 KOCH SONS, INC. 


gineers appraise your problem and make recom- 
mendations now. 


PHONE, WIRE OR WRITE TODAY! 


EVANSVILLE, INDIANA 
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sponsibility for sales of both coated abra- 
sives and lapping and grinding com- 
pounds in Fairfield County, Connecticut. 


ROBERT H. BOBILIN has been ap- 
pointed chief engineer of the Davies Sup- 
ply and Manufacturing Company, St. 

Louis, suppliers of 
industrial plating 
and polishing 
equipment and ma- 
terials. He will di- 
rect manufactur- 
ing operations of 
the firm. 

A graduate of 
the University of 
Michigan, Mr. 
Bobilin was form- 
erly a member of 
t he _ engineering 
staff of the Udy- 
lite Corporation, 
and served four 
years with the 
Army Air Corps on 
technical assign- 


Robert H. Bobilin ments. 


The appointment of MERLE F. 
SCHREURS as manager of the new coat- 
ing research and development laboratory 
at Industrial Ovens, Inc., Cleveland, 
Ohio, has been announced by C, A. Litz- 
ler, president. He was formerly project 
engineer for the vinyl] dispersions division 
of the research and development labo- 
ratory of Texileather, Toledo, Ohio. 

Mr. Schreurs was graduated with a de- 
gree in chemical engineering from Iowa 
State College, where he specialized in 
chemical formulization of plastics. 














CORROSION-PROOF GF? ot? ow 
9 ww” oe Or 
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© TANKS, FLOORS, FUME DUCTS 
Ano PROCESS EQUIPMENT 


Ves © COMPLETE LINE OF 


PROTECTIVE COATINGS... 


Over a Quarter Century of Experience 


CORROSION-PROOF 
MATERIALS + CONSTRUCTION + SUPERVISION 


<__ The CEILCOTE Co. CLEVELAND 9, OHIO 


< 


> 


ou 
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Announcement has been made by J. R. 
Wagner, president of Wagner Brothers 
Incorporated, Detroit, Mich., one of the 
leading producers 
of anodes and elec- 
troplating  rectifi- 
ers, that GILBERT 
B. VALENTINE 
has been appointed 
branch manager of 
the newly estab- 
lished Chicago of- 
fice. 

A chemical engi- 
neering graduate, 
holding a master’s 
degree from the 
Case Institute of 
Technology, Mr. 
Valentine assumes 
his new _ position 
after service with 
the McGean Chem- 
ical Company as 
sales engineer since 1946. He is well 
known to the field which he will service 
and has practical experience in plating 
applications. He will act as the liaison 
for Wagner's engineering service in Illi- 
nois, Wisconsin, and Iowa. 


Gilbert B. Valentine 


Sharpe Manufacturing Co., Los 
Angeles, Calif., has announced the ap- 
pointment of RILEY G. JONES as a sales 
engineer. He is particularly well quali- 
field, having served the spray equipment 
field for the last 19 years. He was West- 
ern sales manager for the Crown Spray 
Gun Manufacturing Company and held 
the same position for the Kellogg-Ameri- 
can Company. 

The addition of Mr. Jones to the staff 
and EARL BRIGGS as plant manager 
and designing engineer are a part of the 
development program by Sharpe. 


Appointment of C. E. HOLMES as re- 
presentative covering Alabama, Tennes- 
see, Georgia, Louisiana, and Mississippi 
has been announced by the Cincinnati 
Cleaning and Finishing Machinery Co., 
Ironton, Ohio. 

Associated with the field of metal 
cleaning and finishing for more than 15 
years, Mr. Holmes will handle Cincin- 
nati’s complete line of metal cleaning ma- 
chines and finishing systems. He will 
maintain his office at 831 N. 20th St., 
3irmingham, Alabama. 
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Finish metals uniformly 
with} ONE BATH! 




















... the tough, long-lasting finish that is actually 
part of the metal itself—won’t alter dimensions 
of close-tolerance parts! Houghto-Black coats 
metals uniformly with a one-bath treatment— 
even steels of different analyses finished at differ- 
ent times. You use ordinary tanks with Houghto- 
Bar Black and can apply it to mass production with- 
+ Costs out investing in special equipment. Get latest 
Les Houghto-Black bulletin from E. F. Houghton & 
Co., Philadelphia 33, Pa. 


HOUGHTO-BLACK 
. .. @ product of 


Ready to give you 
on-the-job service... 
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The central office of the NATIONAL 
ASSOCIATION OF CORROSION EN- 
GINEERS was moved on June 1 to 1061 
M. & M. Building, No. 1 Main St., Houston 
2, Texas. The move to larger quarters 
was made in order to handle the growing 
work of the association. 


THE PORCELAIN ENAMEL INSTI- 
TUTE is currently inviting new members 
and has explained that three types of 
manufacturers are eligible for active 
membership. They are: ‘“‘captive’’ por- 
celain enameling plants; suppliers to the 
industry, including those allied with frit 
manufacturers; and independent  por- 
celain enameling companies. 

Among the activities of the Institute is 
its Annual Shop Practice Forum; a Safe 
Transit Program to reduce shipping dam- 
ages; the development of quality tests 
and standards for the industry; the PEI- 
supported research fellowship at the Na- 
tional Bureau of Standards; the continu- 
ing study of latest processing techniques 
by recognized industry leaders; and the 
issuance of periodic reports on govern- 
ment specifications, standards, and ac- 
tivities. 


The American Zinc Institute recently 
reelected all officers at its annual meet- 
ing in St. Louis. Continuing in office are: 
president, RUSSEL B. CAPLES, Ana- 
conda Copper Mining Company; vice 
presidents, HERMAN D. CARUS, Mat- 
thiessen & Hegeler Zinc Co., LaSalle, Il., 
ELMER ISERN, The Eagle-Picher Co., 
Miami, Okla., and G. HOWARD LE- 
FEVRE, U. S. Smelting Refining & Min- 
ing Co., New York City; treasurer, ERLE 
V. DAVELER, American Zinc, Lead & 
Smelting Co., New York City; and execu- 
tive vice president and secretary, 
ERNEST V. GENT. 

The following directors were elected 
for the term ending in 1955: W. C. BEN- 


NETT, O. W. BILHARZ, H. D. CARUS, 
C. M. CHAPIN, JR. M. L. HARVEY, R. 
G. KENLY, 8S. H. LEVISON, GEORGE 
MIXTER, R. F. ORR, and W. B. POR- 
TER. 


The headquarters of the NATIONAL 
ASSOCIATION OF METAL FINISH- 
ERS, INC., have been moved to 2117 Le- 
Roy Place, N. W., Washington 8, D. C. 
The Association, located in Detroit for 
the past seven years, moved its offices 
in order to have faster, more direct con- 
tact with government agencies. 

Since the passage of the Production Act 
of 1950, the Association has been inter- 
preting all regulations that affect the 
metal plating industry. It has also secur- 
ed a survey of the industry to locate plat- 
ing capacity for reference to prime con- 
tractors securing defense contracts. 


F. GUY WHITE, technical director of 
the Granite City Steel Company, received 
the 1952 Annual Award of the Galvani- 
zers Committee at its 27th meeting in St. 
Louis recently. A bronze plaque was pre- 
sented to Mr. White in recognition of his 
service to the Committee and to the in- 
dustry. 

Mr. White was one of the founders of 
the Galvanizers Committee, which is 
sponsored by the American Zinc Insti- 
tute, and served as its chairman for four 
years. He has been associated in a tech- 
nical capacity with the Granite City Steel 
Company and its predecessor for 34 years. 


EDWARD sS. BASSETT, secretary of 
the Cowles Chemical Company, was re- 
cently honored at a luncheon held at the 
Wade Park Manor Hotel, attended by all 
Cleveland employees of the company. He 
was presented with a gold pin for 30 years 
of faithful and valuable service by Robert 
F. Huntley, vice president and general 





== 


irs 


Send NOW for this FIT-ALL 


DRUM PLUG WRENCH 


Instantly loosens, tightens 95% 
all plugs or bungs in steel drums. 
Has 16°’ extra-strong steel tub- 
ing handle. Wgt. only 2 Ibs. 
Order 1 or more today! 





THOUSANDS IN USE saving 
time, labor, accidents! 


SATISFACTION 

GUARANTEED... $3.00 

Non-sparking type ....$4.60 
Plus Parcel Post 


MORSE MFG. CO., Inc. 
125 Dickerson, Syracuse 2, N. Y. 


ern meen 
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; Distinctive finishes pre- 
bi pared by our technicians 
4 are refreshing too! 

| i They have individuality 
-.. attention arresting 
characteristics... 

sales appeal. 

Our highly-skilled staff 
conscientiously in- 
corporates its experience 
and know-how to 
produce coatings... not 
only attractive... but 
durable enough to 

a withstand the 

; toughest test. 

Reputable firms are in- 
vited to send samples 

to be finished... no 
cost or obligation. 








LOE PE Be! 








Se es 








Affiliate 
GORDON BARTELS CO. ROCKFORD, ILLINOIS 


Roller Coating Specialists ; 
Manufactu 2101, of Protective and Decoratiue Coatings 
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manager of the company. 

Mr. Bassett has been a director of 
Cowles since 1918. In 1926 he was appoint- 
ed general manager, and was elected 
president in 1930, in which capacity he 
served until 1938. He was chairman of the 
board until 1941, when that office was 
abolished and he became secretary. 


In a recent ceremony at Nopco Chem- 
ical Company, Harrison, N. J., solid gold 
watches were awarded to 13 employees 
who celebrate 25th anniversaries with the 
company this year. 

The group includes MRS. CHARLOTTE 
WILLIAMS, A. VICTOR JAY, PERC S. 
BROWN, NICHOLAS KAZMIRYK, 
JAMES BREMNER, ADDISON WIL- 
SON, ROBERT JACKSON, WILLIAM E. 
McGARRY, JOHN GOELLER, MEYER 
YABLONSKY, GEORGE H. FAUX, 
ROBERT F. MeCLELLAN, and FRANK 
E. KNAB. 

At the same meeting the Nopco 15-Year 
Club inducted 16 new members who re- 
ceived gold service emblems. Presenta- 
tion of the awards was made _ by 
CHARLES P. GULICK, chairman of the 
board. 
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PAGES OF 
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BARREL 
FINISHING 


The MOST COMPLETE 
story on barrel finishing 
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equipment - rete Today! | 


_ nnneenes Write Today 


Qe Sup ersheen 


AMERICA’S LARGEST MFGR. OF ADVANCED BARREL | 


FINISHING EQUIPMENT, MATERIALS & COMPOUNDS | 


ALBERT LEA, MINNESOTA 
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Two graduate students of the Massa- 
chusetts Institute of Technology—Morris 
Berg and Michael Humenik, Jr.—were 
awarded first prize in the nation-wide 
third annual student contest in porcelain 
enameling technology sponsored by the 
FERRO CORPORATION. 

Winners of the other prizes, which were 
presented at the 54th Annual Meeting of 
the American Ceramic Society held at the 
William Penn Hotel in Pittsburgh on 
April 29, were: Nick E. Paulos, Stanley 
W. Niemczura, George J. Bishop III, and 
BE. C. S. Rao. 


Arrangements for the ANNUAL DE- 
TROIT BRANCH A.E.S. STAG DAY 
PARTY are rapidly nearing completion. 
The scene of this year’s event will be the 
Forest Lake Country Club. Games, con- 
tests, hundreds of prizes, entertainment, 
and a steak dinner are a few of the fea- 
tures which will contribute to the festivi- 
ties. 

The committee, which 
Charles Conley, has chosen Saturday, 
July 19, for the big day. Robert Dudley 
will be in charge of the athletic program; 
Carl Durbin will see that everyone re- 
ceives a prize; Fred Wagner is lining up 
the entertainment; while Walter Pinner, 
who engineered the 1950 Stag Day Party, 
is acting in an advisory capacity. 

The price of the tickets, covering all 
events excepting golf, will be $6.00. They 
are now available from Les Borchert 
whose mailing address is 9120 Roselawn 
Ave., Detroit 4, Michigan. 


is headed by 


The 21st Annual Meeting of the POR- 
CELAIN ENAMEL INSTITUTE will be 
held on October 22-24 at the Greenbrier 
Hotel, White Sulphur Springs, W. Va., 
site of the past two PEI annual meetings. 
Attended yearly by more than one hun- 
dred representatives of porcelain enamel- 
ing firms throughout the country, the 
meeting includes discussions of vital in- 
dustry problems as well as association 
business sessions. 


Sewage - treatment requirements for 
cities and communities along the Ohio 
River in the 160-mile stretch from Hunt- 
ington, West Virginia, to Cincinnati, 
Ohio, were formally adopted by the OHIO 
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A corrosion resistant coating from a single bath! 


Here’s a new Parker product that produces a 
better black finish on iron and steel. Parco Black 
is jet black and durable, with about ten times 
the corrosion resistance of conventional blacks. 

The Parco Black coating is chemically produced 
and is an integral part of the metal surface. It 
is not a dye. 

Treatment with Parco Black is simple, safe 
and easy. Parts to be treated are immersed in 
the low-temperature, non-caustic processing so- 
lution from 15 to 30 minutes. After rinsing and 


PARKER 


| RUST PROOF COMPANY 


Since 1915 Leader in the Field 


drying, they are oiled or waxed and the durable 
deep black finish is ready for service. 

There's no limitation on size or shape of 
articles treated. Any iron or steel product that 
can be immersed in the tank can have the benefits 
of Parco Black. Can be used on threaded and 
machined parts where a pleasing black finish is 
wanted. 

For simpler, more economical production of 
a finer black finish on iron and steel, use Parco 
Black. Write for full information today. 


*Bonderite, Bonderlube, Parco, Parco Lubrite—Reg US Pat. Off 


4 
| 
} 
' 
| 
} 


2172 E€. MILWAUKEE, DETROIT 11, MICHIGAN 


BONDERITE and BONDERLUBE—aids in cold forming of metals 
PARCO LUBRITE— wear resistant for friction surfaces 


BONDERITE—corrosion resistant paint base ¢ 
PARCO COMPOUND—rust resistant ¢ 
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RIVER VALLEY WATER SANITATION 
COMMISSION at its quarterly meeting 
in April. This means that all those who 
discharge sewage in the river from the 
three-state area of Ohio, West Virginia, 
and Kentucky are now posted on precise- 
ly what degree of treatment they must 
provide. State pollution-control agencies, 
through which Commission actions are 
administered, have initiated steps to en- 
sure compliance. 

Representatives of the eight states on 
the Ohio Valley compact commission 
elected E. Blackburn Moore, of Virginia, 
as the next chairman to succeed Clarence 
W. Klassen of Illinois. Mr. Moore, who 
is speaker of the House of Delegates of 
the Virginia Assembly and chairman of 
that State’s water pollution control board, 
will take office July 2. 

H. E. Moses, consulting chief engineer 
of the Pennsylvania State Department of 
Health, was elected vice-chairman. F. H. 
Waring, chief engineer of the Ohio De- 
partment of Health, was re-elected secre- 
tary and Robert K. Horton of Cincinnati 
was re-elected treasurer. 


F oS Oi 
meetings 


OF INTEREST 
TO FINISHERS 


Sept. 8-12. 7th National Instrument 
Conference and Exhibit, Instrument So- 
ciety of America, Cleveland, Ohio. 


Sept. 10-12. 14th Annual Shop Practice 
Forum, Porcelain Enamel Institute, Uni- 
versity of Illinois, Urbana, Illinois. 


PLATERS RESEARCH 


FOR THE ANALYSES 
OF PLATING SOLUTIONS 


STANDARD 
ANALYTICAL 
REAGENTS 


PLATERS RESEARCH CORP. 
= On aE | . t-— i VV a 
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Oct. 22-24. 2ist Annual Meeting, Porce- 
lain Enamel Institute, Greenbrier Hotel, 
White Sulphur Springs, West Virginia. 


Nov. 17-19. 64th Annual Convention, 
National Paint, Varnish and Lacquer As- 
sociation, Palmer House, Chicago, II. 


Nov. 18-22. 
tries’ Show, 
Illinois. 


Nov. 20-22. 30th Annual Meeting, Fed- 
eration of Paint and Varnish Production 
Clubs, Palmer House, Chicago, Illinois. 


NECROLOGY 


NORTH EMORY BARTLETT, former 
vice president in charge of sales, Penn- 
Sylvania Salt Manufacturing Company, 
died June 7 at his home at Teal Point, 
near Easton, Md. He was 82. 

Mr. Bartlett joined Pennsalt in 1894 
and was sent to Chicago as the first lye 
salesman in that territory. In January, 
1925 he became general sales agent and 
three years later was elected vice presi- 
dent in charge of sales, a position he held 
until his retirement in 1943. 

Mr. Bartlett was active in the early ex- 
pansion of the chlorine industry, was 
instrumental in Pennsalt’s expansion to 
the Northwest to supply chemicals to the 
pulp industry, and developed the sale of 
chemicals for metal cleaning and proces- 
sing. 


1jth Annual Paint Indus- 
-almer House, Chicago, 


WALLACE BANTA PHILLIPS, presi- 
dent of Pyrene Manufacturing Co., Ne- 
wark, N. J., and long recognized for his 
patriotic services to the governments and 
people of both the United States and 
Great Britain, died April 14 at the age of 
66. 
In 1912 Mr. Philips went to England to 
become chairman and managing director 
of The Pyrene Company Limited, then 
formed. He retained this position until 
he returned to the U. S. in 1950 to become 
the executive head of the parent Pyrene 
Company. In 1916 he incorporated Ets 
Phillips & Pain in Paris, with contractual 
relations to Pyrene. This was followed by 
Belgian and Spanish companies. 
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OF KALAMAZOO 
“GOOD MACHINERY SINCE ‘82’ 


Model K-46-6 Super 5 Head Rotary 
Automatic. (One of a line of Rotary, 


There is no substitute Swattie, ond. Asem 


for EXPERIENCE 





With the new and better constantly coming into 


the picture and the old going out, these 70 years Model VRO “DIAL CONTROLLED” 
Variable Speed Polishing Lathe with 


¢ y > ry 
have not been long. Model 3-A (air-tensioned) Backstands 


RITE FOR CATAL 


Even so, they have piled up a big bank of experi- ee 
ence to which we add and draw from each day. 


We are grateful for the confidence of tens of 
thousands of HAMMOND users. For 
them and for all, through ever broadening 
research, engineering, and production, we propose MODEL RRO Single Speed—Two Spin- 


i phi i s dle — Two Motor Polishing and Buff- 
to insure another 70 active and eventful years. ing Lathe. Each spindle can be driver 


a] 





1622 DOUGLAS AVENUE KALAMAZOO, MICHIGAN 
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The ‘‘Royal Chef’’ portable barbecue grill is offered in a variety 
of styles and sizes. The body is finished with synthetic bake enamel; 
the spit supports and fire box with high temperature baked-on 
aluminum; the legs and spit are bright nickel plated and the grid 
bright nickel or bright zinc plated. 


(Photo courtesy Chattanooga Implement and Manufacturing Co., 
Chattanooga 6, Tenn.) 











The Herbert’s Handy Honer, a recent develop- 
ment to help the housewife keep her kitchen 
knives sharp, is finished in chromium. 


(Photo courtesy Herberts Inc., Seattle, Wash.) 


The aluminum percolator is anodized in a sul- 
furic acid bath, dyed, sealed, and buffed. It is 
finished in sunset gold, delphinium blue, and 
cherry red. 


(Photo courtesy West Bend Aluminum Co., West Bend, 
Wisc.) 


This electric roaster features a look-in lid, 
thermostat, browning vent and a three- 
piece porcelain pan set and bake rack. The 
“Steamliner”’ is styled in white, gray, 
chrome plate and simulated gold. 


(Photo courtesy Nesco Inc., Chicago 1, Hil.) 
































If you use 50 gallons 
or more of paint a day... 
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nks Paint Circulating System 
solves these two 
BIG Finishing Problems! 


1 Identical finishes at every spray station. 
When you use a Binks Paint Circulat- 
ing System, all paint...regardless of 
color or type...is mixed in and circu- 
lated from a central mixing point. Color 
and viscosity can be rigidly controlled. 

To further insure uniform finishes, the 
material pressure at each spraying sta- 
tion can be set by the foreman...and 
cannot be altered by the operator. 

So each station gets exactly the same 
paint and it’s applied at exactly the 
same pressure. You are certain to get 
identical finishes. 


2 Faster finishing at lower cost. When 
you use a Binks Paint Circulating Sys- 
tem, there is no time lost waiting for 
delivery of paint to the booth...and no 
time lost changing colors. 

Finishing is faster, because the oper- 
ator sprays without interruption. 

Your finishing costs are lower, too, 
for rejection or refinishing due to poor 
color-match is eliminated. You also 
save the cost of trucking material tanks 
to and from spray stations. 


The simplest type of Binks Paint 

Circulating System is diagrammed above. 
It consists of a material tank with an 
agitator, a pipe line to the spray stations 
and back, and a circulating pump. Paint 

is constantly circulated. This prevents 
collection of sediment in the pipe lines or 
settling out of suspended solids in the paint. 


Above: A typical mixing room for a Binks Paint 
Circulating System. Notice the laboratory-like 
cleanliness. 














| A Binks Paint Circulating 
I System also provides 
| these added advantages 
| 


q@. A neater, a safer plant. Notice how 
overhead pipe lines are used to trans- 
port the paint to stations. There are no 
paint drums or pressure tanks to move Ge 
or handle. 
| Flammable paint materials are stored 
| under ideal safety conditions. Han- 
dling paints this modern way protects 
people and property. It can also mean 
big insurance savings. 


b. Complete contro] over the material 
pressure at the gun. A foreman sets 
the pressure regulator at each station 
with a removable key. Once set, the 
pressure cannot be changed by the 
operator. Since the material pressure 
and paint viscosity at each station are 
the same, a paint film of uniform thick- 
ness is applied. 


€. Faster production. There's no time lost 
| in changing colors. The operator just 
detaches the hose for one color with a 
| twist of the wrist...and hooks on the 
| hose for another color in a similar swift 

motion. One brief “pfft’’ cleans the gun 
| ...and he starts spraying the new color. 





/ 


SEND FOR BULLETIN 550, which describes the 
operating principle and advantages of Binks Paint Circulating 


~= 
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Systems. No obligation. Address: Binks Manufacturing Co. 
3118-40 Carroll Ave., Chicago 12, Illinois 


| 
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Infrared Oven Panels 

Pre-engineered electric infrared oven 
panels have been announced by Edwin 
L. Wiegand Company, 7552 Thomas Bvld., 
Pittsburgh 8, Pa., manufacturer of Chro- 
malox electric heating equipment. These 
panels, with built in bus bars, insulation 
and frame, arrive on the job complete, 
ready to be erected in oven structures 
and connected to plant wiring. The sim- 
plicity of the panels, the company states, 
meets the need for ovens that can be 
built quickly, easily, and economically. 
Depending on size and shape, complete 
ovens can be erected in several hours, 
ready to go to work. 

Two sizes of Chromalox Radiant Panels 
are available: 1 by 4 feet, with a capacity 
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of 10.8 kilowatts, and 2 by 4 feet with 
21.6 kilowatts capacity. Output of panels 
is in excess of 9200 BTU’s per square foot 
per hour, it is claimed. 

Important features of these panels are: 
five-ply, built in thermal insulation, with 
air space between layers; strength and 
lightness since panels weigh only 14 
pounds per square foot; an even heating 
pattern without hot or cold spots; air- 
ways between insulation layers which 
san be used to preheat air for solvent 
evaporating applications or other drying 
uses; and simple assembly. 

Depending on oven size, the panels may 
be set up like building blocks and bolted 
together. Only four bolts are needed to 
hold panels. 


Rein Paint Strainers 


Gardner Laboratory, Inc., 
4723 Elm St., Bethesda, Md., is 
now marketing Rein _ paint 
strainers. The regular strainer, 
for laboratory and paint shop 
use, is copper mesh held in 
place in an aluminum funnel by 
a steel wire loop. The Midget 


An assembled oven made up of 

twenty-four radiant panels, 10.8 KW 

each. The panels have electric tubu 

lar elements, reflective sheeting, 
and ventilation slots. 
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Strainer fits on the suction tube of all 
popular commercial spray guns which 
have a 7/16-inch diameter tube. No pre- 
straining is necessary, the manufacturer 
claims, because the Midget strains the 
material as it leaves the spray gun. The 
same operation and thinner which clean 
the spray gun will also clean the strainer. 


Gasway Rollacoat Finisher 

Gasway Corporation, 6465 N. Ravens- 
wood Ave., Chicago 26, Ill., has announc- 
ed the development of the 32-B Gasway 
Rollacoat Finisher which coats material 
up to 4 inches in width and 3 inches in 
thickness at speeds of 30 to 90 feet of 
linear travel per minute. Higher or lower 
speeds are also available. 

The manufacturer attributes the ability 
of the coater to handle this wide range of 
materials and material sizes at varied 
speeds to the extreme 
flexibility of its material 
handling kits. These six 
accessory kits make it 
possible to use the basic 
Rollacoat Unit in prac- 
tically any type of pro- 
duction coating line 
Where flat material is 
finished and _ controlled 
thickness of coating is 
necessary. 

Kits for the 32-B unit 
include a standard feed 
table with adjustable 
edge guide; a feed con- 
veyor kit that can be 


Gasway Rollacoat Finisher 


July, 1952 





Rein Strainers, Regular left, and Midget 


added to the feed table making it into a 
short belt feed unit; a delivery table con- 
veyor kit that can be mounted on the rear 
of the machine to carry small finished 
pieces far enough away from the machine 
to permit them to drop onto a drying con- 
veyor; a pair of driven feed rolls that can 
be mounted on the front of the machine 
in place of the feed table; an extra long 
feed table with multiple drive rolls that 
can be added for handling long and heavy 
sheets; a brushing unit with dust remov- 
ing fan that can be added to the long feed 
table; and a paint circulating pump. 


Hellige Chromatron 

A photoelectric colorimeter and turbidi- 
meter for chemical analysis, process con- 
trol, and product grading is being mark- 
eted by Hellige, Inc., 877 Stewart Ave., 
Garden City, N. Y., under the name of 
Chromatron. The instrument features se- 
lective color filters covering the entire 
visible spectrum, square and round ab- 
sorption tubes, a hermetically sealed 
photocell, an extra large meter, and an 
automatically focused bulb. 

The manufacturer states that three- 
step operation gives instantaneous, ac- 
curate readings. The instrument operates 
on all standard voltages and frequencies, 
as well as from two small dry cell bat- 
teries for complete portability. It is claim- 
ed that the Chromatron is extremely sen- 
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sitive to meet the highest requirements of 
laboratory accuracy, yet exceptionally 
rugged to withstand rough handling in 
the field or factory. 


Alvey-Ferguson Washing 
Machine 


A washing machine designed and engi- 
neered especially for removing sand me- 
chanically from steel foundry flasks has 
been announced by The Alvey-Ferguson 
Co., Cincinnati 9, Ohio. 

The unit utilizes the A-F Super-Spray 
Cleaning System. The flasks pass along 
on an A-F bar type conveyor through 
consecutive high-pressure, fan-shaped 
curtains of cleaning solution from above, 
below, and both sides until every inch 
of the flask is free of sand. 

A special feature of the machine is a 
Slo-Flo Tank. The cleaning solution, in 
recirculating through the machine, flows 
very slowly through this tank. In this 
way the sand settles out of the solution 
before it reaches the screen tank which 
screens out foreign particles. 


Pumpless Hot Spray Unit 


A hot spray painting unit which has no 
circulating pumps or other mechanical 


parts has been developed by Special 
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Alvey-Ferguson 
Washing Machine 


Equipment Corp., 
226 Lafayette St., 
New York 12, N. Y. 
The device, which 
can be used with 
any standard paint 
spray system, is 
called ‘‘Therm-O- 
Spray.’’ 

Within the unit, 
circulating hot air 
keeps paint in both 
paint hose and heat 
exchanger at con- 
stant temperature 
even during inter- 
ruptions in spray- 
ing, the manufac- 

turer states. Filtered, moisture-free air 
is passed through a thermostat regulated, 
explosion proof electric air heater, where 
it is heated to between 300 and 400 deg. 
F. This air then passes through the heat 
exchanger and heats the paint to the 
proper temperature. 

In the heat exchanging process, the air 
is reduced to about 850 deg. F., considered 
optimum temperature for atomizing, and 


Pumpless Hot Spray Unit 
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is passed on to the spray gun for atomi- 
zation of the hot paint. 

The attachment consumes 1400 watts 
and has a capacity of 25 to 30 ounces per 
minute. The heater is constructed so that 
color changes or cleaning are easily and 
quickly accomplished. 


M & E Exhaust Unit 


A heavy duty exhaust unit, known as 
Mode! M-48, for the removal of hazardous 
fumes and vapors and for general ven- 
tilation, has been developed by the M & E 
Manufacturing Company, 2571 Winthrop 
Ave., Indianapolis, Ind. This belt-driven 
fan is available in a complete range from 
27,300 to 40,000 cubic feet per minute. 

Standard construction includes a heavy 
gauge steel band; welded mounting ring; 
fan blades of non-sparking, non-corrosive 
aluminum alloy; and sealed-for-life bear- 
ings. 

The motor is mounted on an adjustable 
base outside the exhaust duct area to as- 
sure trouble free operation, ease of in- 
spection, and the use of a standard ball- 
bearing type motor. The fan pulley and 
belt are enclosed in a vapor-proof hous- 
ing styled to permit continuous operation 
in an emergency. The unit is designed to 
meet the requirements of fire insurance 
underwriters. 


M & E Exhaust Unit 
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Penfield Demineralizer 


The Penfield Manufacturing Co., Inc., 
19 High School Ave., Meriden, Conn., has 


Penfield Mono-Bed Demineralizer 


announced the addition of a fully auto- 
matic Mono-Bed Unit to its demineraliz- 
ing equipment line. 

This Penfield Demineralizer performs 
all its operating functions, including the 
regeneration cycle, automatically. There 
are no valves to operate, and the manu- 
facturer states that no supervision is re- 
quired. Whenever the effluent’s conduc- 
tivity falls below standard, the treated 
water is automatically discharged and 
lights (or other warning system) signal 
the need for activation of a regeneration 
cycle. 

The turning of a switch then puts the 
unit through its regeneration cycle, in- 
cluding rinsing and recutting in the ef- 
fluent when desired resistivity (purity) 
is reached. During this cycle, the regen- 
erative tanks are automatically refilled 
with water. 

The manufacturer states that this de- 
mineralizer employs the most effective 
ion exchange technique available. The 
unit is available in flow rates from a few 
gallons to 5,000 gallons per hour and up. 
It is said to provide an effluent with a 
mineral content of virtually zero (resist- 
ances have been reported as high as 
20,000,000 ohms per centimeter). 
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Arvins Viscolator 


A “Viscolator,’’ designed to reduce the 


viscosity of lacquer, synthetic enamels 


Arvins Viscolator 


and similar materials so that they may 
be sprayed at high temperatures, is mar- 
keted by the Arvins Viscolator Corpora- 
tion, 123 DeKalb Ave., Brooklyn, New 
York. 

The Arvins equipment, approved by the 
Underwriters Laboratory for use in haz- 
ardous locations, is heated by electricity, 
steam, or a combination of both. Heaters 
are available in the circulating and non- 
circulating types in capacities of 12 to 
250 gallons per hour. The circulating type 
may be operated directly from the ma- 
terial container and does not require a 
pressure tank. 

The Viscolator has multi-pass vertica! 
straight paint-carrying tubes embedded 
in solid aluminum as the heat transfer 
medium, and no water or other addition 
is required. 


Schaffner Grip-Grain 


Schaffner 
Emsworth, 
nounced the availability of Grip-Grain, a 


Manufacturing Co., Inc., 
Pittsburgh 2, Pa., has an- 


cold cement for polishing wheels and 
abrasive belts. The product previously 
has been supplied to a number of manu- 
facturers for test purposes. 
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The company states that the cement 
can be used successfully on grains from 
20 to 320 and requires no special prepara- 
tion to salvage worn out belts or wheels. 
No heat is required for drying, and the 
cement is said to be odorless. 


Brookfield Viscometer 

The Brookfield Engineering Labora- 
tories, Inc., 282 Porter St., Stoughton, 
Mass., has announced the addition of sev- 
eral models to its 1952 line of Brookfield 
Synchro-Lectric Viscometers. A number 
of features have been added to all stand- 
ard models of the Brookfield Viscometer. 

The eight-speed viscometer, designatec 
as Model LVT, has 200 to 1 ratio of speeds 
starting at 0.3 r.p.m. and therefore, ac- 
cording to the manufacturer, is ideal 
where wide ranges of viscosity exist or 
may be encountered. When equipped with 
a UL Adapter the LVT can measure any 
viscosity between 0.5 and 2,000,000 c.p-s. 
with extreme accuracy. 

In addition to the eight-speed model 
and a modified four-speed model, the 1952 
line of Brookfield Viscometers includes 
ten other single and four-speed models. 

Determinations are secured directly in 
centipoises by merely inserting the in- 
strument’s spindle in the material to be 
measured, flicking on a switch, and read- 
ing the Brookfield dial. The whole op- 
eration, including cleaning, is said to take 
only a minute or two. Each viscometer 
is accompanied by a complete set of 
suitable spindles, a spindle holder, and 
a compact carrying Case. 


Brookfield Model LVT Viscometer 
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Battery Operated pH Meter 


Beckman Instruments, Inc., South Pas- 
adena, Calif., has developed a battery 
operated pH instrument which is compact 
and completely portable. Known as the 
3eckman Model N pH Meter, this instru- 
ment weighs less than 8 pounds and meas- 
ures 4 by 6 by 9% inches overall including 
built in power supply 

Rugged construction of the instrument 
permits its use in the field as well as in 
shops, mills, and laboratories, the manu- 
facturer states. Individual tubes are shock 
mounted, the instrument is splash-proot 
and fully desiccated internally. 

The meter may be used in horizontal or 
vertical position since the electrode sup- 
port is mounted on the side of the case 
and can be rotated. Electrodes plug-in 
directly to the side of the case to permit 
quick interchangeability. 

Complete information may be obtained 
by requesting Data File 86-81 directly 
from the company 


Beckman Model N pH Meter 


Electrostatic Paint Spray 
Process 


A scientifically engineered electrostatic 
paint spray process has been announced 


Staticote System Installation 


by a newly organized company, Stati- 
cote Systems, Inc., 13783 S. Leyden Ave., 
Chicago, Illinois. 

The company is headed by E. C. Turn- 
gren, John Gilbert, and George W. Lau 
who have been developing the system for 
several years. The method, designed for 
the painting of various metals claims a 
saving in labor and material as well as 
a more uniform overall coat without runs 
or dripping. 

The process is installed under the super- 
vision of Staticote engineers and an indi- 
vidual system of operation is worked out 
for each user. 


Curtis Grinder and Polisher 


A small radius contour grinding and 
polishing machine, designed for work on 


For all fine finishes Use 


TACK “Magic” RAGS 


WM. A. JUERGENS CO. 
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Curtis Model 400 Grinder and Polisher in use 


jet blades or confined small radius grind- 
ing for civilian production, has been de- 
veloped by the Curtis Machine Corp., Di- 
vision of Lincoln Park Industries, 1300 E. 
Second St., Jamestown, New York. 

The machine, Model 400, is of welded 
steel construction and stands 46 inches 
high on a base 18 x 24 inches. The stand- 
ard 1,-inchsealed ball bearing spindle has 
been designed to permit quick change of 
contact wheels with various widths, 
shapes, diameters, and durometers. 

According to the manufacturer, positive 
convenient tracking mechanism permits 
the tracking of coated abrasive belts from 
y% to 2-inch widths. Standard belt length 
is 111 inches. 

The contact wheel arm can be adjusted 
between 30 and 38 inches from the floor, 
thereby permitting the operator to sit or 
stand. 


““Scallop-Edge” Abrasive Belt 


A major innovation in abrasive belt 
design, a serrated-edge grinding belt, has 
been announced by the Minnesota Mining 
and Manufacturing Co., St. Paul 6, Min- 
nesota. 

Introduced as the “3M” brand ‘‘Scal- 
lop-Edge’”’ abrasive belt, it is designed 
for automatic precision grinding and fin- 
ishing of jet turbine and compressor 
blades in a single operation, and is ex- 
pected to find wide application in the 
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metal-working industry in the manufac- 
ture of hand tools, cutlery, and other op- 
erations involving small-radius grinding 
and filleting. 

In use, the scallops of the belt curve 
around the edges of the contact wheel, 
allowing fillet areas to be polished on 
the edge-contour of the wheel. The belt is 
used on crowned, contoured, or rounded- 
edge wheels, or with shaped back-up sup- 
ports, and can be used either by machine 
or by hand. 


Automatic Mask Washing 
Machine 


A machine to automatically wash spray 
painting masks has been developed by 
Conforming Matrix Corporation, 356 To- 
ledo Factories Building, Toledo 2, Ohio. 
Designed to overcome the disadvantages 
and health hazards of open pan cleaning 
and hand scrubbing, the machine has 
splash-proof lid construction, and, ac- 
cording to the manufacturer, uses little 
solvent, 

Forty nozzles direct the spray against 
both sides of the work and, it is claimed 


Conforming Matrix Mask Washing Machine 














¥ **,.- an expression of faith 


in the intrinsic soundness 


°° 


of our country... 


GEORGE C. BRAINARD 


President, Addressograph-Multigraph Corporation 


“The purchase of United States Savings Bonds is an expression 
of faith in the intrinsic soundness of our country, and indicates 
foresightedness with respect to one’s own future needs. Since 
the inception of the Payroll Savings Plan by Addressograph- 
Multigraph Corporation in 1942, a large percentage of em- 
ployees have continuously availed themselves of this safe and 
convenient method of providing for later benefits.” 


Every payday nearly seven million 
men and women give expression of 
their faith in America by putting 
$140.000,000 into U.S. Defense Bonds. 

These seven million payroll savers 
are not only backing up our country’s 
defense effort —they are providing for 
their own security ... helping to com- 
bat inflationary pressures ... and 
building a reservoir of future pur- 
chasing power. How big is the reser- 
voir? On December 31, 1951, the cash 
value of series E Bonds outstanding 


was $34,727,000,000—$4.8 billions 
more than the cash value of Series E’s 
outstanding in August. 1945. 

If your employee participation is 
less than 60%, get in touch with the 
Savings Bond Division. U.S. Treas- 
ury Department. Suite 700, Washing- 
ton Building, Washington, D.C. Your 
State Director will be glad to show 
you how to conduct a simple person- 
to-person canvass that puts a Payroll 
Savings Plan Application Blank in 
the hands of every employee. 


The U.S. Government does not pay for this advertising. The Treasury De- 
partment thanks, for their patriotic donation, the Advertising Council and 
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that 25 wet coats of lacquer have been 
removed in 20 seconds using acetone. 
Other features include a visual fluid level! 
gauge, pump intake strainer, adjustable 
mask suspension, and a drain for sludge 
removal with floor clearance for stand- 
ard 5 gal. bucket. 


Bakelite Polyethylene Bottles 

Non-breakable, 13 gallon carboy bottles, 
the largest ever molded of one piece of 
flexible Bakelite polyethylene have been 
designed to solve the problem of safely 
shipping bulk quantities of poisonous or 
corrosive chemicals. The bottles are blow- 
molded by Plax Corporation, Hartford, 
Conn., and distributed as shipping car- 
boys by Grief Brothers Cooperage Corp., 
Delaware, Ohio. 

The bottles, available in standard sizes 
down to one ounce, have passed tests for 
Interstate Commerce Commission ap- 
proval to ship hydrofluoric and electro- 
lyte sulfuric acids. According to the man- 
ufacturer, the extreme chemical inert- 
ness combined with the light weight, 
flexibility, toughness, and shock resist- 
ance of Bakelite polyethylene make it an 
excellent container for shipping chemi- 
cals under severe conditions. 


Standardized Twisted Wire 


Brushes 


The Mill - Rose Co., 1985 E. 59th St., 
Cleveland, Ohio has’ standardized 58 








= JE. . 


Liguid S cape 


FOR COPPER STRIPPING NON-DANGEROUSLY 


Economical, Non-Electrolytic. 
No special equipment required. 


Write for descriptive brochure. 


Sulphur Products Co., Inc 





GREENSBURG 8, PA. 
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Two types of standardized twisted wire 
brushes 


sizes of single and double spiral twisted 
wire brushes for hand and power opera- 
tion. These standard sizes are stock 
items, available for quick delivery. 

The brushes range in size from |, to 1- 
inch diameter in single spiral for hand 
operation and from \ to 1l-inch diameter 
in double spiral for power operation, all 
in y;,-inch increments. 


Portable Emergency Shower 

A portable emergency shower is now 
being manufactured for civilian use by 
Logan Emergency 
Showers, Inc., P.O. 
Box 111, Glendale, 
Calif. It is design- 
ed to afford pro- 
tection to em- 
ployees at points 
of remote hazard 
or where physical 
conditions do not 
permit permanent 
emergency shower 
installations. 

The unit has 
fourteen sprays to 
rapidly quench 
fire, or dilute and 
remove acids or 
other chemicals 
and foreign mater- 
ials contaminating 


: Logan Portable 
body or clothing. It 


hower 
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can be entered from either of two sides 
and the valve which turns on the water 
is activated by pressure from any part 
of the body of the user. 

The shower is mounted on rolling cast- 
ers and couplings for connection to the 
available water system are furnished 
with each unit. 


MacDermid Laminex Fiberglas 
Tank 


MacDermid Incorporated of Waterbury 
20, Conn., has introduced a finishing 
room tank of laminated fiberglas. This 
new material is 
durable, light - 
weight, and has 
high impact resist- 
ance. 

The manufactur- 
er states that Lam- 
inex tanks are 
highly resistant to 
chemical attack in- 
side and _ outside. 
They are non-con- 
ductive and can 
withstand freezing 
as well as boiling temperatures. 


MacDermid Laminex 
Fiberglas Tank 


The tank has a smooth white exterior 
which the manufacturer claims will not 
discolor. Tanks can be equipped with dam 
overflows and drains. Due to patented 
methods of using matched molds, both in- 
terior and exterior have a smooth appear- 
ance with uniform wall thickness. 


Pneumatic Atomizing Nozzring 

A pneumatic atomizing nozzle with 
both air and liquid inlets positioned at the 
top of the nozzle body, at right angles to 
the direction of spray, has been develop- 
ed by Spraying 
Systems Co., 3201 
Randolph St., Bell- 
wood, Ill. Design of 
the nozzle solves 
many special 
mounting prob- 
lems, according to 
the manufacturer. 

Capacities and 
types of spray are 
determined by the 
fluid and air nozzle assemblies. A wide 
range of assemblies is available to pro- 
vide pressure or siphon setups’ with 
round, wide angle round, and _ flat 
sprays. 


Pneumatic Atomizing 
Nozzle 











Bringing you — 





Modern developments in plating 
processes and methods 





H™ are the basic theories and principles of electro- 
plating—the practical methods and processes that are 
of invaluable use to everyone concerned with electroplating 
and electrotyping. The most efficient methods of making electrodeposits on more than 
40 different metals, alloys, and plastics are summarized completely in this thoroughly 


revised and enlarged book. 


Princip 





sina 


les of 


ELECTROPLATING & ELECTROFORMING 


By William Blum, Chemist, U. S. Bureau of Standards and George B. Hogaboom, Consultant 





Revised 3rd Edition 
455 pages, 6x 9 
24 tables, illus. 

$6.50. 











Completely revised to make it a more practical working guide, this book 
summarizes and digests the best of modern practice in the field. It covers 
qualitative, quantitative analyses of solutions; pickling, dipping; electro- 
polishing; electroforming, electrotyping; producing phonograph record 
matrices, and manufacturing tubes, etc. Metals are dealt with in the same 
order as in the periodic system of elements. 

(Please send check with order) 
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Cable Conveyor Systems 


Daigle-Gaboury, Inc., 20175 John R. St., 
Detroit 3, Mich., has developed overhead 
monorail cable conveyor systems for 
heavy duty as well as lightweight mater- 
ials handling pur- 
poses. The use of 
*-inch steel core 
cable in joining 
trolley brackets 
was accomplished 
by the development 
of the D-G split- 
nut andtrolley 
bracket assembly. 

In the D-G Sys- 
tem, the cable 
passes through the 
‘“‘sleeves’’ of the 
serrations; extern- 
ally, they are tap- 
ered in shape and 
threaded. Upon assembly, the halves of 
the split-nut are brought together on the 
sleeve and turned on the expanding 
threads of the taper. In this way the nut 
exerts a 360-degree compression on the 
sleeve. It is stated that in this fixed posi- 
tion on the cable, trolley brackets will 
withstand pull loads up to 10,800 pounds 
without indications of slipping. 


Components of D-G 
Cable Conveyor 
Systems 


Fisher Powerhouse 


The Fisher Scientific Co., 717 Forbes 
St., Pittsburgh 19, Pa., now has available 
the Fisher Powerhouse, a portable self- 
contained unit which supplies variable 
controlled electric power for a variety 
of jobs including electroplating, elec- 
tropolishing, and _ electroanalysis. The 
unit, attached to a 115-volt, 60-cycle 
line, is stated to have an _ increased 





SOLVENTS RECOVERED BY 


THE LOFGREN PROCESS 


We RECOVER YOUR 
SOLVENTS and THINNERS 


From - Wash Thinners, Spoiled Lacquers, 
Degreasing Machine Sludge, Etc. 
Each customer's shipment, whether one 
drum or a carload, receives proper and 
separate treatment. Write to: 

SOLVENTS RECOVERY SERVICE, INC. 
101 Central Ave. Westfield, N. J. 
HAMMOND SOLVENTS RECOVERY SERVICE 
241 Brunswick St. Hammond, Ind. 














120 PRODUCTS FINISHING 


output of 67 per 
cent and gives a 
laboratory worker 
a maximum direct 
current output of 10 
amperes at 10 volts. 

The Powerhouse 
is also available 
wired for alternat- 
ing current with a 
variable output 
from 0-130 volts 
and a maximum 
capacity of 3 am- 
peres. This unit is 
designed for con- 
tinuous operation 


at full load. Fisher Powerhouse 


PRODUCT LITERATURE 


For further information on 
any product mentioned in this 
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Nickel Plating. A four-page article by 
W. H. Prine, entitled ‘‘High Corrosion 
Resistance Gives Nickel Plated Metals 
Wide Range of Uses,”’ is being distribut- 
ed by International Nickel Company, 
Inc., Dept. EZ, 67 Wall Street, New York 
5, N. Y. The author points out that nickel 
plating can often be the economical 
answer where service conditions do not 
justify use of solid corrosion resistant 
materials. Various industrial examples 
show nickel successfully plated on cast 
iron, steel, bronze, and copper equipment. 


Houghton Metal Cleaners. A six-page 
bulletin on metal cleaning, which in- 
cludes concentrations for various clean- 
ing applications and a handy streamlined 
list of cleaners for general industrial use, 
has been released by E. F. Houghton & 
Co., 303 W. Lehigh Ave., Philadelphia 33, 
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Pa. The bulletin briefly describes the rec- 
ommended uses of each of Houghton’s 
alkaline, emulsion, acid phosphate and 
surface active agent types of cleaners. 


20th Century, The Persuasive Abra- 
sive”’ is the title of an eight-page catalog 
featuring abrasive materials, including 
chilled iron, shot, grit, and iron powder, 
manufactured by the Cleveland Metal 
Abrasive Co., 887 E. 67th St., Cleveland 
8, Ohio. The uses, advantages, and the 
proper selection of 20th Century abra- 
sives are fully explained and illustrated 
in Catalog No. 152. 


spray and baffle plate locations, and phy- 
sical details, such as dimensions, mater- 
ials, spray arrangements, air friction, 
and cooling are presented. A series of 
tables list detailed information on the 
various units. 


Dipping Baskets. The Hanson - Van 
Winkle-Munning Co., Matawan, N. J., 
has released a bulletin on dipping bas- 
kets for use in immersing objects in elec- 
trocleaning and electroplating solutions. 
Bulletin D-108 covers twelve standard- 
type wire baskets and includes three 
tables giving dimensions or round, tray, 


| On any steel blackening problem 


DEPEND onDU-LITE 
for a Superior Finish 


| 


Circo Vapor De- 
greaser Data 
Sheets. A number 
of data sheets are 
available from the 
Topper Equipment 
Co., Matawan, N. 
J., which illustrate 
and discuss he 
company’s line of 
pit and conveyor 
degreasers, Wwash- 
ers, and steam 
cleaners. 

Design features 
of the various 
models and their 
operating cycles 
are listed and ex- 
plained. There are 
also dimensional 
and construction 
sketches, together 
with tables listing 
pertinent specifica- 
tions. 


Here’s an example... Wy 


Du-Lite gave this part with 
its complicated knurls, 
slots, threads, etc. a fine 
rust-resistant durable 
black finish. It is typical of many other parts, small and large, 
which have been black oxidized by Du-Lite for many years. 
Moreover, Du-Lite meets most individual and government 
specifications including 57-0-2C for Type Ill Black Oxide finish. 


Courtesy The Poly Choke Co. 


Du-Lite installations are simple, compact, easy to operate, 
Du-Lite equipment can be tailored to fit production require- 


Buffalo Air 
Washers. Buffalo 
Forge Co., 190 Mor- 
timer St., Buffalo, 
N. Y., has avail- 
able Bulletin No. 
3142-B which de- 
scribes, with illus- 
trations, engineer- 
ing details of the 
company’s air 
washers. 

Drawings give 
complete details of 
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ments on all types of jobs with a maximum of speed and 
economy. Du-Lite also makes a complete line of cleaners, 
strippers, wetting agents, passivating agents, rust preventatives, 
burnishing compounds, etc. for any metal finishing application. 


| What's YOUR problem? 
| 
| 
| 
| 


See your nearest Du-Lite Field Engineer or write for more information. 


Du-Lite 


METAL FINISHING SPECIALISTS 


DU-LITE CHEMICAL CORP. 
MIDDLETOWN * CONN 
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and rectangular models. In addition to 
the complete information on shapes and 
sizes, the bulletin includes illustrations 
and tabular material on four available 
wire sizes and six different meshes. 

A concluding section is devoted to spe- 
cial baskets. Perforation sizes and di- 
mensions are given for sheet metal and 
rubber-covered baskets, and eight differ- 
ent sizes of expanded metal scrap anode 
baskets are tabularized. A chart indi- 
cates when to use steel, brass, aluminum, 
Monel, nickel-chromium, stainless steel, 
or rubber-covered baskets for acid dips, 
alkali cleaners, bright dips, cyanide dips, 
and etching. 


‘“‘How to Store Coated Abrasives’’ is 
the title of an eight-page booklet which 
explains the best way to store coated 
abrasives in order to prevent deteriora- 
tion and improve length of service. Avail- 
able from Armour and Co., Coated Abra- 
sives Div., North Benton Rd., Alliance, 
Ohio, the booklet contains much of inter- 
est and offers several helpful suggestions 
with emphasis on temperature and hu- 
midity control. 


Electro-Formed Spray Painting Masks. 
Methods of reducing decorative spray 
painting costs are described in a six-page, 
full color brochure prepared by the Con- 
forming Matrix Corp., 356 Toledo Fac- 
tories Bldg., Toledo 2, Ohio. Subjects 


PAINT MIXER 
MIRACLE 


5 GALLON 
PAINT REJUVENATOR 
All paint restored 
to original consis- 
tency without open- 
ing the can. 
2 minutes per gallon. 


MIRACLE PAINT 


REJUVENATOR CO. 
127E. 9thSt., St. Paull, Minn. 








treated include electro - formed metal 
masks, foot treadle and air-operated fix- 
tures, fully automatic spray equipment, 
mask washing equipment, and air-oper- 
ated clamps, fixtures, and tools. 


‘Adhesion of Nickel Deposits’? is the 
title of an eight-page publication well an- 
notated with illustrations and_ tables 
which has been prepared by The Inter- 
national Nickel Co., Inc., Dept. EZ, New 
York 5, N. Y. Satisfactory pretreating 
cycles for preparing high and low carbon 
steels, cast iron, wrought iron, alloy 
steels and irons, nickel and composite 
surfaces of nickel and steel are given. 

In this reprint by E. J. Roehl, it is 
shown that with proper pretreatment ad- 
hesion between the deposit and the basis 
metal can exceed the tensile strength of 
the basis metal. Refinements and stand- 
ardization of the Ollard test procedure 
are discussed. 


Speedie Buffing and Polishing Compo- 
sitions Catalog has been issued by The 
Buckeye Products Co., 7020 Vine St., Cin- 
cinnati 16, Ohio. A fully revised third edi- 
tion describing the latest developments 
in the line of both dry and liquid Speedie 
Compositions, it also contains much in- 
formation which will prove of interest 
and value to every buffing and polishing 
shop. 


Phosphate Coating Chemicals and Pro- 
cesses. The American Chemical Paint 
Co., 1935 Spruance St., Ambler, Pa., has 
revised its Phosphate Coating Chemical 
Bulletin. The new edition, No. P-100-46— 
Rev. Feb. 1952, presents essential infor- 
mation on the company’s protective coat- 
ings for paint bonding, rustproofing, pro- 
tecting friction surfaces, and improving 
drawing and cold-forming. 

The pamphlet is well illustrated and 
various processes are described. A table 
listing specification chemicals for the 
government and its contractors is in- 
cluded. 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


Keystone TURKISH Emery 


FRESH SUPPLY AVAILABLE 
Write for Sample 


4316 Paul St., Phila., Pa. 
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16 ws oer 


cOoTCcH 





Die-cut to your exact specifications. 


Increases efficiency! 


Speeds-up pro- 


duction! Expedites Defense Orders! 


PHONE or WRITE FOR PRICES 


PANOCO 


and SAMPLES. 
Dept. P., 
505 Carroll St., Brooklyn 15, WN. Y. 





True Brite Products for Brass Plating. 
A technical bulletin is available from the 
True Brite Chemical Products Co., P. O. 
Box 31, Oakville, Conn., on brass plating 
solution maintenance and makeup. 

The bulletin gives detailed information 
on what the brass maintenance solution 
is, the equipment necessary to operate it, 
and operating procedure of the bath. Also 
included is a discussion on plate thick- 
ness and efficiency. 


Despatch Fiftieth 
let. The Despatch Oven Co., 


Anniversary Book- 
619 Eighth 
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St., S. E., Minneapolis 14, Minn., has 
issued a 16-page four-color brochure to 
mark its fiftieth year in business. The 
booklet traces the company’s history 
from its early days of supplying preci- 
sion temperature equipment for millers 
and bakers to the manufacture of test 
ovens for bacteriological laboratories, 
paint and lacquer laboratories, chemical 
and plastic laboratories, and the metal 
working field. from the laboratory stage 
the company progressed into the produc- 
tion of ovens of all sizes and descriptions. 
The well-illustrated booklet intro- 
duces Despatch directors, officers, and 
department heads. 


also 
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a For riore complete information on products and processes ot al 
use READER SERVICE CARDS inside covers. 


‘“‘An Industrial Album’’ is the title of 
a 20-minute sound film showing both pro- 
cessing features and materials handling 
applications of the Stevens Full Auto- 
matic Barrel Plating Machine. 

The film presents a graphic example of 
the effectiveness of Stevens Automatic 
Barrel Plating Machines as vital links in 
high-speed production operations. Views 
taken in a customer's plant show Stevens 
units as part of a completely automatic 
material handling and processing instal- 
lation. Step-by-step analysis of the entire 
operating cycle is made during the film 
to show by actual demonstration just 
what Stevens machines can do to speed 
flow and processing of work. 

Arrangements for showings to 
engineers, trade associations, clubs, 
schools, or professional groups can be 
made with local Stevens representatives 
or directly through F. B. Stevens, Inc., 
Detroit 16, Michigan. 


plant 


Prufcoat Technical Bulletin No. 501 
provides information on the resistance 





Modern Masking Materials 
and Methods for Fabrication 
and Spray Finishing 


By Arthur P. Schulze 


64 Pages 47 Illustrations 


Written for department superin- 
tendents, shop foremen, process 
and finishing engineers . . . this 
manual is a source of ideas for 
saving time, cutting costs and get- 
ting better product quality. 


Puce $7.00 
PRODUCTS FINISHING 


710 Schmidt Bldg., Cincinnati 2, Ohio 
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rating of Standard Series Prufcoat, ‘‘A’”’ 
Series Prufcoat, and Prufcoat BX White 
Enamel to 69 corrosive chemicals. 

The data on controlling corrosion on in- 
dustrial floors, walls, tanks, pipes, ducts, 
and machinery are presented in chart 
form. The bulletin may be obtained by 
writing to Prufcoat Laboratories, Inc., 
50 E. 42nd St., New York 17, New York. 


Tumb-L-Matic Burnishing Machines. 
Tumb-L-Matic, Inc., 4510 Bullard Ave., 
New York 70, N. Y., offers a two-color 
bulletin on burnishing machines for wet- 
ball burnishing of jewelry and other 
small metal parts. 

The bulletin (No. BB-52) covers two 
types of burnishing barrels-—convention- 
al wooden barrels made of specially treat- 
ed hard maple, and molded barrels of 
high abrasion-resistance material called 
Tumb-L-Dur. Operating features of both 
type tumbling barrels are given, both are 
illustrated, and a_ specification table 
gives sizes and floor space requirements 
of six different models. 


Low Cost Black Oxide Finish Produced 
on Steel by Chemical Dip Method. This 
four-page reprint, available from The 
Mitchell-Bradford Chemical Co., 2446D 
Main St., Stratford, Conn., relates where 
black oxide finishes are applicable and 
gives specific details on the alkali-nitrate 
method. Equipment necessary and solu- 
tion control, as well as applications, are 
among the topics discussed and illustrat- 
ed. Also explained are the Browning and 
Carbonia Processes for obtaining a black 
finish. 


Metalweld Koroseal. A four-page bul- 
letin which discusses and illustrates ap- 
plication of flexible koroseal to plating, 
tanks, racks, vats, and so on is available 
from Metalweld, Inc., 26th and Hunting 
Park Ave., Philadelphia 29, Pennsyl- 
vania. 

Applicable to tanks in which such ma- 
terials as nitric, sulfuric, and chromic 
acids, bleaches and caustic are used, the 
lining can be applied in the thickness ip 
to 3/32 of an inch. 
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On the feet of Individuals.” 


Society advances on the feet of individu- 
als. We Americans live under the highest 
standard ever achieved because we be- 
lieve in and are permitted currently to 
practice three of the cardinal principles 
of progress—Invention, Research and 
COMPETITION. 


Nineteen basic inventions influence our 
pattern of life today. Each one was created 
to satisfy a fundamental need. For exam- 
ple, the electric light industry has grown 
to an annual volume of $501,500,000 in 
light bulbs alone; the value of aviation 
manufactures in 1951 in the United States 
alone was estimated at $3,350,000,000 
and in February, 1952, records show a 
$101, billion backlog of orders. 

In every case, employment and sales 
volume grew enormously and the public 
enjoyed huge personal benefits. 

Side by side with Invention came Re- 
search, exemplified by the competition 
of intelligent men questing for new ma- 
terials, new methods, new processes, 
new scientific truths. Current advertise- 
ments tell of hundred-year tests to assure 
better materials for the future, technology 
that produces metals to withstand almost 
inconceivable heat, machines calculating 
20,000 times faster than the mind of 
man, medicines that cure “incurable” 


diseases, food processes that cook, steri- 
lize and pack hundreds of cans a minute. 
And in every case, the public enjoys huge 
personal benefits. 

This is what James A. Decker undoubt- 
edly had in mind when he wrote the line, 
“Society advances on the feet of indi- 
viduals.”” These “individuals” are you 
and I, all our countrymen, benefiting 
every day from Invention, Research— 
and COMPETITION. 


Developing inventions, marketing 
products, and pursuing scientific research 
require substantial investments. A grave 
danger to their future now looms. In 
1951, corporation net profits suffered a 
loss of 21% over the previous year. The 
reason—taxes too high, government con- 
trols and policies that interfere too great- 
ly with private industry. If this continues, 
financial resources will dwindle, compe- 
tition will be stifled. 

Without free competition, American 
progress stops. No country can long 
exist when its government calls all the 
shots. We need competition to assure 
progress for people. 

4 
This report on PROGRESS-FOR-PEOPLE is 
published by this magazine in cooperation with 
National Business Publications, Inc., as a pub- 
lic service. 





THE COMPETITIVE SYSTEM DELIVERS THE MOST TO THE GREATEST NUMBER OF PEOPLE 
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By J. A. Patterson 













































































“Yes, he is a bit sloppy today --- But that’s 
because he isn't feeling well.” 
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Opportuntty Section 








BAKING OVEN WANTED 


For baking paint on steel pails—Continuous 
slat type conveyor — Approx. Size: 10 ft. 
wide x 70-100 ft. long required. Should be 
gas fired, forced air, capable of maintain- 
ing up to 500° F. baking temperature. 


VULCAN STAMPING & MFG. CO. 
P. O. Box 367, Bellwood, Ill. 








SOUTH FLORIDA TEST SERVICE 


Testing—Inspection—Research— 
Engineers 


Consultants and specialists in corrosion, 
weathering and sunlight testing. 


4201 N.W. 7th St., Miami 34, Florida 











Cambridge Woven Wire Conveyor 
Belts. Bulletin No. 105 has been issued by 
the Cambridge Wire Cloth Co., Cam- 
bridge, Md., to illustrate its woven wire 
conveyor belts and their applications in 
metalworking and ceramic plants, and in 
chemical processing. The four page, two 
color folder lists as some typical uses for 
the belts: heat treating, annealing, braz- 
ing, hardening, quenching, galvanizing, 
pickling, soldering, tempering, inspection 
packaging, and general conveying. 


Lucite Electrochemical Equipment. A 
price schedule offering a_ simplified 
formula for estimating costs of H-T 
Lucite equipment used in electrochemical 
processing is available from the Single- 
ton Co., 10516 Western Ave., Cleveland 
11, Ohio. 

Included with the price list and trans- 
mittal letter are illustrated bulletins de- 
tailing the firm's complete line of plating 
cylinders, tanks, liners, baskets, buckets, 
trays, cells and so on, all of H-T Lucite. 


Cable Conveyor Systems. Daigle-Ga- 
boury, Inc., 20175 John R St., Detroit 3, 
Mich., has issued a four-page illustrated 
catalog describing its overhead cable con- 
veyor systems which will perform heavy 
duty materials handling. Engineering de- 
tails and features of the units are pre- 
sented, together with a list of parts and 
specifications. 


Unichrome Pyrophosphate Copper Pro- 
cess. A six-page folder describing Uni- 
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chrome Copper’s advantages and econo- 
mies is available from United Chromium, 
Incorporated, 100 E. 42nd St., New York 
17, N. Y. The illustrated folder discusses 
the properties of the Unichrome Pyro- 
phosphate Copper Plating Solution. 


Practical Nickel Plating. A 44-page 
general publication with over 40 illustra- 
tions, tables, and charts, available from 
The International Nickel Co., Inc., Dept. 
EZ, New York 5, N. Y., provides the de- 
signer, specifying engineer, and user with 
basic information on electroplating and 
detailed information on nickel plating 
and its practices. A keyed bibliography 
suggests 41 additional sources for those 
desiring greater detail or having special 
interests. 

Information on the mechanical proper- 
ties of deposits, plating conditions, and 
commonly used solutions will be found in 
this literature. Recommendations are 
made on the preparation of basic metals, 
recognition and correction of plating dif- 
ficulties, and the purification of solu- 
tions. Also discussed are the thickness 
and type of nickel deposit for adequate 
service life in many corrosion resistant, 
industrial, and electroforming applica- 
tions. 


‘‘Now, Low Cost Molds by Metallizing”’ 
is the title of a four-page colorful bulletin 
which has been prepared by the Metalliz- 
ing Engineering Co., Inc., 38-14 30th St., 
Long Island City 1, N. Y. Bulletin 99 il- 
lustrates and describes several very in- 
tricate molds and lists the equipment 
needed. 
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Allied Research Products, Inc. 
Almco Div., Queen Stove Works 
Alsop Engineering Corp. 
American Chemical Paint Co. 
Armour & Co. 


Arrow Metal Products Corp. 


Baker & Co., Inc. 37 
Better Finishes & Coatings, Inc. 71 
Binks Mfg. Co. 108, 109 
Blakeslee & Co., G. S. 6 
Bond Chemical Products Co. 34 
Buckingham Products Co. 29 


Cambridge Wire Cloth Co. 77 
Carborundum Co. 13 
Ceilcote Co. 98 
Chemsteel Construction Co., Inc. 28 
Cincinnati Cleaning & Finishing 

Mchry. Co. Second Cover 
Clinton Co. 11 
Cowles Chemical Co. 18 


Darco Dept., Atlas Powder Co. 81 
Despatch Oven Co. 43 
Detrex Corp. Fourth Cover 
Detro Mfg. & Sales Co., Inc. 91 
Dixon & Rippel, Inc. 86 
Du-Lite Chemical Corp. 121 


Egyptian Lacquer Mfg. Co. 


Electric Products Co. 


Fuller & Co., W. P. 50, 31 


Hammond Machinery Builders, Inc. ..105 

Hanson-Van Winkle-Munning Co. .3, 75 

Harrison & Co., Inc. 90 

Harshaw Chemical Co. 95 

Haskins Co., R. G. 

Hercules Powder Co. 

Houghton & Co., E. F. 

Hygrade Food Products Corp., 
Boothcote Diy. 


Industrial Filter & Pump Mfg. 
Industrial Systems Co. 
International Nickel Co., Inc. 


Juergetis Co., Wm. A. 
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Keystone Emery Mills 
Koch Sons, Inc., George 
Kold-Hold Mfg. Co. 


Lanly Co. 


M & E Mfg. Co. 
Maas & Waldstein Co. 


Miracle Paint Rejuvenator Co., Inc. 
Morse Mfg. Co., Inc. 70 


New York Blower Co. 
Norton Co. 


Oakite Products, Inc. 
Osborn Mfg. Co. 


Packer Machine Co. 

Panoco 

Parker Rust Proof Co. ... 

Pelron Corp. sanesdniee 

Pennsylvania Salt Mfg. Co. 

Peters-Dalton, Inc. 

Phillips Mfg. Co. 

Pittsburgh Plate Glass Co., Paint 
Div ; ) 

Platers Research Corp. 

Potter Paint Co., Inc. 


Randolph Products Co. 
Research Products Corp. 
Rockford Varnish Co. 


Sel-Rex Precious Metals Corp. 
Sherwin-Williams Co. 
Solvents Recovery Service 
Stanley Chemical Co. 
Stevens, Inc., Frederick B. 
Striplastic Co. 

Sulphur Products Co. 

Swift Industrial Chemical Co. 


Udylite Corp. 
United Chromium, Inc. 


Wagner Brothers, Inc. 
Wallace & Tiernan Co 
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<4 t 
ME 


NEW FACE fora NEW JOB! 


Did you ever hear of a spray painting booth where the men could work 
without wearing masks? And if YOU are directly responsible for the 
efficiency, safety and production of such a booth, did you ever think 
of the improvement that could be effected in general conditions if the 
men could work unhampered? Well, the illustration above shows spray 
painters at work in a PETERS-DALTON CONVEYORIZED booth in a 
leading West Coast auto plant. THEY ARE WORKING WITHOUT 
MASKS: The higher suction and greater washing action of PETERS- 
DALTON HYDRO-W HIRL SYSTEMS guarantee maximum efficiency with 
maximum safety Tf any of your manufacturing problems concern 
PAINT SPRAY BOOTHS, METAL WASHING EQUIPMENT, DRYING 
and BARING OVENS. DUST COLLECTING SYSTEMS, it will pay you 
to investigate PETERS-DALTON We believe in safety, production and 
“good housekeeping’ —and incorporate these three important qualities 
into our equipment 


For Paint Spray Booths @ Metal Washing 
Equipment @ Drying and Baking Ovens e 
Dust Collecting Systems. Inquire Today. 


For Finer Finishing Equipment—In Any Industry—It's 


PETERS-DALTON 4 


17908 RYAN ROAD DETROIT 12, MICHIGAN 








METAL 
CLEANERS 


AILTIER cts cost 80% on 





A manufacturer of automotive and appliance parts 
wanted an all-purpose metal cleaner for his spray 
washer .. . daily production ranged from 8,000 
to 50,000 zinc and aluminum die castings, steel 
stampings and drawn parts. Soil varied, too. . . 
vegetable, mineral and pigmented drawing com- 
pounds, light and heavy oils, chips and shop dirt 
had to be removed depending on the part run. 
A clean surface on all parts was essential since 
brightening, plating and painting operations fol- 
lowed cleaning. 

The Detrex field engineer recommended 
Detrex 92 for the job. All parts now come out of 
and “92"' lasts a 
full week. The cleaner formerly used lasted only 


the washer thoroughly clean... 


one day. Cleaner costs are reduced 80 per cent 
and labor costs are lower. 


Get the facts about your cleaning operations. 





\ 
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Without obligation, have a Detrex field engineer 
analyze your present method or help you plan a 
new operation—to give you increased production 
and cut your costs. Remember . . . only Detrex 
manufactures the alkalis, emulsions, degreasing sol- 
vents and the equipment—everything for a com- 
plete, guaranteed operation. Detrex field offices 
are located in principal industrial cities. Phone 
today or write Detrex Corporation, Box 501, 
Detroit 32, Michigan. 


CORPORATION 


DEGREASERS ° DEGREASING SOLVENTS ° WASHERS 
ALKALI] & EMULSION CLEANERS @ ORYCLEANING EQUIPMENT 
PHOSPHATE COATING PROCESSES 





